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EVAL FINISH 
CLEANERS 


PICK-L-EEZ 
(FORMULA 190) 
A NEW ACIDIC 
RUST and SCALE 
REMOVER 


Free-flowing, dust-free, powder—not a liquid 


Rapid action—15 to 20 seconds often being sufficient; 
2 to 3 minutes for heavy rust or scale 


Outlasts conventional pickling solutions, many many times 
No attack on base metal; leaves clean white surface 7 
No dimensional loss; no appreciable lustre loss 


No fumes or appreciable hydrogen gas 


Little or no hydrogen embrittlement, 
even on high carbon steel 


No smutting of high carbon steel 

~~ Stores long time without deterioration 

Quickly soluble in tap water 

If what you are using now causes trouble or excessive cost on any 


one of these points, ask your CLEPO Field Service Man to demonstrate 
the superior effectiveness of CLEPO 190. Remarkable results are ‘ 


being achieved. 
Patents pending 
FREDERICK 
Chemial Company Ine. 
538 FOREST STREET, KEARNY, N.J. bi 
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*“ALUMON” 


for Plating on Aluminum 


RUST PROOFING 
COMPOUNDS 


STOCK POINTS: 
Seattle, San Francisco, 
Los Angeles, Chicago, 


i Detroit, Dayton, 
Cleveland, 


i Binghamton, New Haven 


Since 1930, ENTHONE Incorporated has developed and 
( brought to the metal finishing market many specialty prod- 
ucts and processes. Often these products have provided the 
answers to finishing problems previously unsolved. ENTHONE 
ENSTRIPS, for example, are patented products for the 
selective dissolving of one metal plated on another without 
attacking the base metal. 

ENSTRIP A—U.S. Patent No. 2,649,361 — was the first 
; product ever offered for dissolving nickel plate without 
attack on the steel basis metal. 
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METAL BLACKENING 
COMPOUNDS 


Metal Cleaning and 
Degreasing Compounds 


Conversion Coatings 
for Zine and Cadmium 


WORLD-WIDE 
DISTRIBUTION 
ALU UN 
Canada, Brazil, 
England, France, 
Sweden and Germany 


ENSTRIP 165-S — U.S. Patent No. 2,698,781 — was the 
first product ever offered for dissolving nickel from copper 
base alloys without attack on the basis metal. And there are 
many other selective strippers in the ENSTRIPS group to 
meet all requirements. 


They 
HERE 


If you have a metal finishing problem, ask 
ENTHONE first! Write now for the folder 
“They are HERE...” describing 20 ENTHONE 
answers to difficult finishing problems. 


442 ELM STREET, NEW HAVEN 11, CONNECTICUT 
Metal Finishing Processes © Electroplating Chemicals 
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Metal Cleaning 


answers many questions that Machine cleaning methods 
mean better production, more Paint stripping 
profit for you. Just look at the Steam-detergent cleaning 


WHAT'S 


table of contents: Barrel finishing, burnishing E 
Tank cleaning methods Better cleaning in hard water 
areas 
Electrocleaning steel 
a Treating wash water in paint 
Electrocleaning nonferrous metals spray booths . 
oe deoxidizing, bright Rust prevention FRE 7 Write today for a | L 
pps , Coolants and lubricants for copy of this 44-page, 
Applyingiron phosphatecoatings == machining and grinding illustrated booklet. 
in preparation for painting 
Applying zinc phosphate coatings 
Cleaning, removing rust and 
conditioning for painting Export Division Cable Address: Ookite 
in one operation 
Technical Service Representatives in Principal Cities of U. S. and Canada 
3 
You'll want to know the answers 
| Can one cleaning material do all metal- For electrocleaning nonferrous metals, . What's the best way to clean parts 
- cleaning jobs? See page 5. what are relative advantages of cathodic, that are too large to be soaked in tanks 
cathodic-anodic and soak-anodic cleaning? ‘ing’ tee 
chines page 30. 
oil an&@ water? How does this help re- Can you electroclean brass without 
_ move buffing compound residues and tarnishing? See page 18. Does your burnishing barrel produce a 
pigmented drawing compounds? See How do bright dips make metals ‘luster you are proud of? See page 32. 
page &. brighter? See page 21. What do you do when the overspray _ 
Why clean ferrous and nonferrous metals Can you clean steel and condition either sinks nor floats in the wash § 


: it for painting for less than 20 cents 

in separate tanks? See page 10. pag water in your paint spray booth? See 
5 What are the advantages of reverse Would you like a cleaner that removes 

‘ current for electrocleaning steel? See rust and oil at the same time; often elimi- Do you dry steel parts before anti-rust- 
2 page 15. nating all need for pickling? See page 28. = ing? See page 37. 


page 35. 
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RELIANCE PLATING BARRELS 


Easy to Handle . . . Save Time and Money 


Uniform Current Distribution 
Plating Begins at Once 


Lucite — Hard Rubber or Bakelite Cylinders 


Motor — Geared in Head 
Minimum Maintenance 


* 


Write for Reliance Plating 
Barrel Specifications 


RELIANCE 

SELENIUM 

RECTIFIERS 
Designed for all metal finish- 


ing Operations. 

High power factor and low 
ripple. 

6 to 48 volts D.C. 


Basic-self-contained or with 
Remote Control. 


_ year after year has manufactured Reliance 
| Plating, Polishing Equipment, Supplies for 
Better and More Profitable Metal Finishing 


RELIANCE 
LUCITE 


Portable Plating 
Barrel 


Built of extra heavy 
High Temperature Lucite 
for volume production 
and stability. 


Cylinder: 10x18” inside. 
Equipped with Reversing 
Switch to permit stop- 
ping and securing barrel 
for loading and/or un- 
loading. 


Chas. F. L°Hommedieu & Sons Co. 


MANUFACTURERS OF METAL FINISHING EQUIPMENT AND SUPPLIES 
GENERAL OFFICE AND FACTORY 


4521 OGDEN AVE. 


Chas. B. Little Co. W. R. Shields Co. 


Newark, N. J. Detroit, Mich. 
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CHICAGO 23, ILL. 


Branches: 


Cleveland & Los Angeles 
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costs less when you 


polish and buff the 


It’s the gleam in stainless, the sparkle in chrome that sells 
consumer goods today—a fact that makes the finishing 
line your most important operation. Unfortunately it 
may also be your most costly. This problem can be 
solved, however, by Acme engineers with Acme polishing 
and buffing machines. 


Reduction of costly rejects, increased volume of produc- 
tion, complete machine finishing of odd-shaped problem 
pieces—these are a few of the cost-reducing solutions 
that Acme engineers have provided for troubled manu- 
facturers. The cost is low, too, because these engineers 
combine Acme-designed standard units and a wide 
variety of accessories to design a custom machine for 
your job. 


© 


wet acme Off 


YOUR FINISHING PROBLEMS 


In plant after plant, Acme progressive engineering has 
built equipment that does it faster, and better, too. Every 
year Acme meets new parts and new finish requirements, 
each an individual problem. What’s yours? 


This Acme automatic 40-inch rotary with a six-station index- 
ing table provides large volume polishing of cooking utensils. 
Four stations have Acme adjustable floating head buffing 
lathes with polishing belt arm attachments, and the remain- 
ing two stations are used for loading and unloading. 
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Toaster bodies get fast, uniform buffing on this Acme 60-foot 


oa straightline conveyor with horizontal return. It is equipped 
~ with 16 heavy-duty adjustable floating head polishing and 
= buffing lathes and universal indexing fixtures and adapters. 


Vacuum chucking is featured on this Acme rotary automatic 
machine that buffs metal tumblers at low cost. This seven- 
station unit has five work stations and two loading and un- 
loading stations. Typical of Acme flexibility, it easily changes 
to six work stations and one for loading and unloading. 


Ti, METAL FINISHING, May, 1957 


AUTOMATIC POLISHING AND BUFFING EQUIPMENT SINCE 1910 
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CHROMIUM CHEMICALS MUTUA 


The gleam of superb chrome plating always raises an answering 
gleam in buyers’ eyes. And in the plating shops which must achieve 
this mirror-bright finish, the chances are you'll find Mutual Chromic 
Acid. The reasons: Mutual.Chromic Acid contains a CrO, content of 
99.75% minimum, while sulfates do not exceed 0.1% SO,. 

Mutual, the world’s largest producer of chromium chemicals, has 
an enviable record of prompt delivery, even in periods of tight 
supply. Finally, Mutual is happy to give technical service where 
needed. Ask your supply-house about Mutual chromium chemicals, 
or write Mutual direct. 


MUTUAL CHEMICAL DIVISION 
ALLIED CHEMICAL & DYE CORPORATION 


llied 


hemical 


61 BROADWAY e NEW YORK 6,N.Y. 
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LINE OF THE FUTURE DESIGN 


SILVER LINE 


SELENIUM 


RECTIFIER 
with the 


BUILT-IN 
TWIN 


for assured maximum amperes in the 
entire 2V-12V range. Some selenium rec- 
tifiers provide maximum amperes just 
in the low 2V-7V range, and others just 
in the high 5V-12V range. 

Only SILVERLINE, with its newly-designed 
twin-range transformer, assures maxi- 
mum amperes in both ranges. Both with 
5% ripples. A flip of the switch...and 
SILVERLINE—the Selenium Rectifier with 
the Built-in Twin—stands ready to meet 
practically all the needs of the plating 
industry. 

Also, SILVERLINE’s improved dial board 
with 42 positions of control to tap, of- 
fers precise regulation... exact adjust- 
ment. 

With assured maximum amperes for 
greater flexibility... greater dependabil- 
ity for continuous performance... and 
fully equipped with meters and shunt 
... SILVERLINE stands out as the indis- 
pensable all-around Selenium Rectifier. 


§L750 Amps. 

$L1500 Amps. 
$2500 Amps. 
$L3000 Amps. 
$5000 Amps. 


ONE-TENTH BELOW STANDARD PRICE 


Pioneers in Selenium Rectifiers 


RAPID ELECTRIC CO. 


2881 MIDDLETOWN ROAD NEW YORK 61, WN. Y. TALMADGE 8-2200 
12838 FENKELL AVE., DETROIT 27, MICH. 


ry METAL FINISHING, May, 1957 
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Water savings effected by a Solu Bridge Automatic Rinse 
Tank Controller installation are frequently more than 50%. 
An Eastern gold-plating plant, for instance, has reduced 
its water bill by a rate exceeding $10,000 per year. 


Furthermore, because of serious water shortages in many 
areas, as well as the growing influence of Federal Law 
No. 845 (making stream pollution a Federal responsibility), 
there is sharply increased interest by platers in the batch 
treatment of collected rinse waters. 


The Complete Kit 1-1 shown above. Conductivity Cell is 
placed in rinse tank. Solu Bridge (conveniently located) 
automatically turns on and off a water valve for given 
degree of rinse. Typical installation at left. 


GET YOUR 
COPY... 


Descriptive bulletin gives working details and economics. 
Ask your supplier to show you this remarkably 
inexpensive equipment. Or write us. A post-card will do. 
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“Harry, why did the boss switch to Dow Trichloroethylene ?” 


“That’s simple, Jess—he figures it does a better job.” 

“In what way?” 

“High solvent power, high stability. Superior degreasing per- 
formance thoroughly removes oils, tars and resins. Special 
inhibitors keep it stable after repeated degreasing and distil- 
lation runs. All around high quality.” 

“Nothing low down about this solvent, eh, Harry?” 

“On the contrary. Relatively low boiling point makes it easier 
to handle the work after degreasing. And the narrow boiling 
range indicates the purity of the solvent.” 


“Sounds like it will do a good job.” 


“That’s right, Dow Trichloroethylene does a good cleaning 
job and is safe to handle, too. Classified as nonflammable and 
nonexplosive at ordinary temperatures. Doesn't produce a 
flash by either the closed cup or open cup test.” 


“Say, Harry, sounds like you’re selling this stuff.” 

“I’m not, but Dow is.” 

“Who?” 

“Dow. Same people who sell Dow Perchloroethylene Indus- 
trial for vapor degreasing, Dow Methylene Chloride for strip- 


ping and Chlorothene® for cold cleaning. THE DOW CHEMICAL 
coMPANY, Midland, Michigan.” 


YOU CAN DEPEND ON 


1957 
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year after year, you get 
BALANCED QUALITY?* 
in 


MICCROSOL 


Developed originally as a coating for plating racks, Miccrosol 
E-1003 has all the desirable characteristics which make it an 
ideal coating for many other applications. 


The chemical resistance of Miccrosol is unequalled in its 
field. Its toughness, abrasion resistance, resilience, and flex- 
ibility are unsurpassed. It’s easy to apply in either a dip or 
spray formula. When necessary, it’s easy to repair. 


Year after year we build this quality into Miccrosol, improv- 
ing it whenever possible and practicing every economy in its 
manufacture that does not compromise the excellence of the 
product. 


This BALANCED QUALITY enables you to use Miccrosol 
profitably while assuring your customers of coating jobs that 
will prove superior in their performance. 


* Outstanding performance and value 


The above illustrations show Miccrosol being used 
as a coating: At the left, Miccrosol Spray S-2003 1s 


Miccrosol E-1003 has been applied by dipping this 
large paddle. Contact us for the name of the quali- 
Developed and manufactured fied Miccrosol coater nearest you. 
by experienced platers 
and coaters 


For tanks, 


being applied to a large plating tank. At the right, \ts Tops/ 
>) 


MICHIGAN CHROME Comizel Company 


equipment 8615 GRINNELL AVENUE + DETROIT 13, MICHIGAN 
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1. The trichlorethylene you use for de- 
greasing metal is protected by a 
stabilizer (small circles) against 
heat, light, air, moisture, acids and 
active metals like aluminum. 


1. You get full-time protection with 
NiALk stabilizer’s unique action. 
Notice the difference between the 
next two diagrams and those above. 


Does the solvent you use “go sour,” like this? 


2. Ordinary stabilizers wear out or be- 
come depleted during normal use. 
With some solvents, you have to ti- 
trate your bath frequently, and may 
have to add fresh stabilizer. 


Use Nialk® TRICHLORethylene and get psp ... like this 


2. NIALK stabilizer does not wear out 
during normal use. It’s always there, 
working. You never have to titrate 
your bath, or add fresh stabilizer. 


3. When stabilizer wears out, your de- 
greaser doesn’t function properly. It 
may even stain metal parts instead 
of cleaning them. You have to clean 
out the “sour” bath. 


3. Even after repeated distillations, 
you still have eomplete protection. 
All the stabilizer is active. Only 
NriALK has this psp—permanent 
STAYING power. 


Why you pay less to degrease 
with Nialk* TRICHLORethylene 


The drawings above demonstrate a 
difference—a big, cost-cutting differ- 
ence—between NiaLk TRICHLOR- 
ethylene and conventional vapor- 
degreasing solvents. 

NIALK has psp—permanent sTay- 
ING power—in its stabilizer. It’s neu- 
tral, non-alkaline. You never have to 
replenish it. 


HOOKER ELECTROCHEMICAL COMPANY 


Psp means cheaper degreasing Get proof of Nialk’s cheaper, 


You don’t have to clean out your de- 
greaser nearly so often with NIALK 
TRICHLORethylene. You can de- 
grease many more parts between 
cleanouts. 

The stabilizer actively re- 
tards formation of degradation prod- 
ucts in your degreaser—cleanouts are 
easier, faster. 


1305 UNION STREET, NIAGARA FALLS, N. Y. 


safer degreasing 


See for yourself how NIALK with psp 
remains stable, keeps cleaning effi- 
ciently long after other solvents have 
lost their punch. Write on your busi- 
ness letterhead for a resumé of com- 
parative metallurgical tests on five 
leading brands. 


HOOKER 


NIAGARA FALLS * TACOMA * MONTAGUE, MICH. * NEW YORK * CHICAGO © LOS ANGELES 
Manufacturers of VIRGO® DESCALING SALT, VIRGO ELECTROLYTIC SALT, VIRGO MOLTEN CLEANER 
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HARSHAW makes over 1,000 CHEMICALS 
for more than 15,000 customers in Sey mn 


50 varied industries. throughout. the world! 
HARSHAW CAN SERVE YOU! 


HARSHAW sells chemicals 
— thousands of them — 
for these and many other 
industries throughout 


e 

e 

e 

e 

e 

e 

e 

the world 

e 

e 

Abrasives Match e 

Aeronautica Metallurgical 

Automotive Metal Working 

Brick and Tile Oil Cloth = 

Ceramic Optical m4 

Cement and Concrete Paint, Varnishand Lacquer e 

Cosmetic Paper 4 

Disinfectants ; Petroleum 

Electrical Manufacturing Pharmaceutical e 

Photographic 

Porcelain Enamel 

Feed Stuff, Mineral Feed Pottery e 

on Printing Ink e 

Fertilizer A e 

Food Pyrotechnic 

Giles Refractories e 

Insecticide and Fungicide Rubber . 

Laundry Shade Cloth 

Leather Soaps ° 

Lithographing Textile 

Linoleum and Floor Veterinary Remedies Z 

Covering Welding Electrodes ° 

Lubricant Wall Paper 
14 14/Circle on Readers’ Service Card 


Here are typical Harshaw chemical products 


Fluorides 
Glycerine 


Electroplating Salts, 
Anodes and Processes 


Organic and Inorganic Dry 
Colors and Dispersions 


Driers and Metal Soaps 


Preformed Catalysts, 
Catalytic Chemicals 


Synthetic Optical Crystais 


Vinyl! Stabilizers Agricultural Chemicals 


Ceramic Opacifiers and Fungicides 


Colors Chemical Commodities 


THE HARSHAW CHEMICAL CO. 


1945 EAST 97th STREET * CLEVELAND 6, OHIO 
Chicago Cincinnati + Cleveland Hastings-On-Hudson,N.Y. Houston 
Los Angeles «+ Detroit « Philadelphia + Pittsburgh 


FREE! this 16-page booklet lists the 
many chemicals available from Harshaw. 


WRITE TODAY FOR YOUR COPY 
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specially designed for barrel tumbling, de-burring, and finishing! 


Crown Tumbling Pebs are specially designed in the work — and eliminates the extra ons- 
for barrel tumbling, de-burring, and finishing. tion needed to remove the lodged chips. 

They are manufactured of a tough, white cer- 
amic, uniform in size and shape, and available 
in a variety of sizes. Crown Pebs have many 
advantages in tumbling operations and are 
widely used for de-burring and similar tumbling 
processes in many types of barrel tumbling | Crown Tumbling Pebs do not cut as rapidly as 
equipment. random shaped natural stones and aluminum 
oxide chips, but the uniform results and their 
much longer life make them very valuable in 
many tumbling and de-burring operations. 


Longer life ... The tough wear resistant cer- 
amics in Crown Pebs give a service life several 
times longer than either natural stones or the 
aluminum oxide type of tumbling chips. 


Eliminates lodging in holes ... Crown Pebs 
eliminate the “lodgement” hazard of random 
shaped chips. Just select the proper size, and 
the uniform size and shape of the Crown Pebs Samples sent on request. 
eliminates lodging in holes, recesses, and slots 


CROW N RHEOSTAT AND SUPPLY COM PANY ; 


N. KIMBALL AVENUE © CHICAGO 18, ILLINOIS) 
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keep your 


production 
the BLACK 


as illustrated by the rehabilitation of small tools* 


Final inspection is the measure of successful production. 
That’s why it is important to ure BLACK MAGIC as the 
black oxide finish. It meets or surpasses government speci- 
fications and all other black oxide specifications. 


‘ Here are a few of the advantages of using BLACK MAGIC 
for tool maintenance. 


e Corrosion reduction e Reflection reduction 

e Less chip adherence e Improves cutting qualities 
e New tool appearance e Longer service life 

e Sharper grinding e Reduces grinding time 

We would like to send you a reprint of an article entitled 
“New Life for Small Tools — Rehabilitation Treatment 


Cuts Resharpening 50%”. It tells how manufacturers are 
saving thousands of dollars on tool maintenance. 


* BLACK MAGIC PROCESS U.S. PATENT #2,355,007 


3 Mitchell: THE MITCHELL-BRADFORD CHEMICAL COMPANY 
B P d | Wampus Lane, Milford, Connecticut 


QUALITY PRODUCTS OF CHEMICAL RESEARCH 6) 
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LASALCO’S 
BARREL PLATER 


with High Temperature Plexiglas Cylinder 


No Other Plater At Its Price Can Match It! 


e Easy! Just hang it on the cathode rod in any 
plating tank and plug into nearest electric outlet 


Hexagon shaped cylinder has internal breaker 
strips to insure interchange of work necessary 
for more uniform plating 


Positive smooth 3-gear drive with Plexiglas gears 
eliminates plate-up on drive mechanism 


Dragout loss is cut to a 
minimum because barrel 
rotates as it is lifted 
from solution 


Double fiexible connection insures 
positive contact 


Plexiglas cylinder resists all normal plating 
solutions and temperatures up to 180° F. 


Rugged, specially designed geared-type 
motor 


Nothing plates but the load—never any 
tree-up on cylinder 


Cylinder size 9” x 15”. Hexagon shaped 
with remdvable door. Plastic-coated 
spring-type latches 


Easy to clean—easy to maintain— 
economical to operate 


Ask For Complete Details! 


LASALCO, INC. 


HOME OFFICE IN TEXAS 


2820 LaSalle St., St. Louis 4, Mo. 1113 Perry Road, Irving (Dallas), Tex. 
PRospect 1-2990 Blackburn 3-4921 
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Wyandotte spray cleaners 


keep parts clean, 
every step the way! 


Rust-inhibiting EXPRAY (AP) Heavy-duty INDUSTRIAL No. 38 


For hot or cold use on all metals. For heavy-duty spray washing, 


Low, controlled foaming in all Wvandotte offers InpUSTRIAL No 
washers. Prevents rust; non-sealing 38. This 


with any water; works even with 
heavy soil loads. 


free-rinsing, alkaline 

cleaner is essentially anhydrous — 

all cleaner. No built-in water. 
Heavy-duty Industrial No. 38 


has been an industry standard 
for years, unexcelled for handling 


Expray (AP) is excellent for 
chip, grinding dust, and_fabri- 
cating-oil removal’ in one-stage 
washers. Works well in multi-stage 
washers, too. those tough jobs on steel, brass, 


Low-foaming EXPRAY 541 and zine die castings. 


This Wyandotte spray cleaner is New SPRAY-ALTREX 
highly silicated to provide built-in 
maximum detergency — removes 
heavy drawing compounds, buffing 


compounds, and machining oils. “th 
It is designed for use on all metals 


except aluminum; built for heavy- all temperatures in all washers. 
duty use with heavy soil loads; For hot or cold use. A non-dusty 


can be used in highest pressure product which gives excellent per- 
washers without foam problems. formance, even under the most 
Non-dusty, easy-to-handle. adverse conditions. 


The newest and best spray cleaner 
for aluminum. Removes all alumi- 
num soils, including stencil ink, 


Get free information today! 


Wyandotte has custom-designed these cleaners to meet 
the problems encountered in spray cleaning between 
machining operations, and other special applications. To 
get details on how they can solve your particular spray- 
cleaning problems, contact your Wyandotte man, today. 
Wyandotte Chemicals Corporation, Wyandotte, Mich- 
igan. Also Los Nietos, California. Offices in principal cities. 


v & OFF. 


yandotte 


CHEMICALS 


J. B. FORD DIVISION 
THE BEST IN CHEMICAL PRODUCTS FOR METAL FINISHING 
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Udylite Bright Zine for barrel plating is an entirely new 
process which has been developed by The Udylite Research 
Corporation. By exacting comparisons, we find this new 
Bright Zine Process to be the finest and most economical 
available. It has these outstanding features: 


ECONOMICAL IN OPERATION 


EXCEPTIONAL PLATING SPEED 
WIDE BRIGHT PLATE RANGE 


— 


CAN BE TAILORED TO YOUR JOB 


BEAUTIFUL BLUE-WHITE COLOR 


BRIGHTEST PLATE WITHOUT BRIGHT DIPPING 
RECEPTIVE TO CHROMATE TREATMENTS 


a 


EXCELLENT CORROSION RESISTANCE 


SEE NEXT PAGE 


WORLD'S LARGEST 
PLATING SUPPLIER / 
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OF 
OPERATION 


EXCEPTIONAL 
PLATING SPEED 


AN UNUSUALLY WIDE 
BRIGHT PLATE RANGE 


RECEPTIVE TO CHROMATE 
TREATMENTS 


EXCELLENT PROTECTION 
AGAINST CORROSION 


ANNOUNCES an entirely new zinc process for barrel 
which further improves economy, speed and appearance of Bri 
zinc plating. Tests in both the Udylite Research Corporatiag’ 
emaatue and in the field ai the past eighteen mont 


is one of the important features. The zinc brightener is long lasting and 
stability is unusually good, even at elevated temperatures. 


is attained with the new Udylite Bright Zinc Process for barrels. You can 
get up to 75% higher production per barrel and per man hour with this 
new process. It gives a beautiful bright zinc coating even at higher voltages. 


Now more than ever you can get excellent color even though you are 
plating parts of complicated shapes with deep recesses. You will find a 
minimum variation in luster with the new Udylite Bright Zinc Process 
ZB-57. 


since variations in process can be made to an exacting degree to meet your 
special plating need, whether it be for an exceptionally deep throw of the 
zine plate or the highest demands for speed. 


is obtained with this new process. Parts have a blue-white finish so highly 
desirable. The finish is unusually bright and far exceeds the accepted 
standards for a decorative bright zinc. It has a high eye and sales 
appeal finish. 


can be eliminated in most cases with Udylite’s Bright Zinc for barrel 
plating since the deposits are so bright and have such exceptional luster. 
With the use of this process you can enjoy a minimum of processing steps 
to obtain the highest quality finish. 


where desired. The zinc surface deposit is extremely receptive to chromate 
treatments or for other clear or colored post treatments. 


The protection against corrosion afforded by a zinc coating is propor- 
tional to its thickness. This process is no exception. Users will receive 
more protection per dollar than ever before. 


Consult your Udylite representative or write us directly about your 
needs for bright zinc plating in barrels. A test run of this new Udylite@ 
process will convince you. 


WORLD’S LARGEST 
PLATING SUPPLIER 


is 
TO THE JOB 


: 


A Timely Message on 
The Sphere of the Purchasing Agent 
by Ben P. Sax 


Chairman of the Board. American Buff Company 


W hat versions come to your mind when you consider the functions of the Purchasing Agent 
in any business? Desk man? Work-horse? Efficiency man? Source file? Quality Supervisor? 
Penny-pincher? Free-spender? Expediter? 


Actually, the P.A. is a “combination package” of expert abilities which assure the 
procurement of the right product, part or system to produce results at lowest cost. 
Today, business relies ever more heavily upon these men who keep abreast of sources 
and products which can offset the increasing cost of man-power. New machinery 
and methods which free costly hands for more essential tasks, and speed or increase 
output, are significant advances in the fight to reduce overhead. 


It takes fine discrimination, based upon wisdom, experience and field knowledge of 
all markets, products, and supplier dependability . . . plus familiarity with production 
costs and ‘purchase price” . . . to decide which actually costs less . . . the purchase 
that saves in original expenditure, or the higher-cost purchase that produces 
substantial savings in actual job performance. 


Just as our own centerless buff developments have helped the metal finishing industry 
to multiply its production while substantially reducing costs and man-hours, many 
other modern products and mechanical brains and hands are being introduced by the 
P.A. in all fields. In any organization, P.A. is a title to wear proudly. 


Ben P. Sax 


World’s Largest Manufacturer 
of Buffs and Polishing Wheels for 
Every Finishing Operation. 


PlantNo. 3 _. 
BIAS CLOTH © BIAS SISAL © UNIT CLOTH OR SISAL 


Patented CENTERLESS Construction 
Pat. No. 2,582,506 


AMERICAN BUFFS ARE REGULARLY ADVERTISED IN FORTUNE MAGAZINE 
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Sincerely, 
“For the job that’s TOUGH 
or the job that’s T — use an AMERICAN BUFF ; a 
2414 S. La Salle Street Chicago 16, Illinois 


Increase 
with MICHIGAN ABRASIVE 


30% 


AYN 


FACTS FROM TYPICAL MICHIGAN ON-THE-JOB FILE: 


OPERATION: Backstand grinding-finishing die cast auto-trim parts. 
FORMER BELT: Resin bond, 180 grit - 150 pieces per belt. 
MICHIGAN BELT: RE <OAT Resin bond, 180 grit- 250 pieces per belt. 


664% more pieces and nothing was changed but the belt! 


Yes, it may be hard to believe but, it’s true! 
And, as you know, nothing puts more value into 
sales dollars than a major cut in manufacturing 
costs! More and more people who thought they 
were getting peak production per belt are being 
amazed at the additional production they get 
from Michigan Abrasive R&®<OAT Resin belts, 
discs and sheets. 


If you think you are getting maximum produc- 
tion and life from your present coated abrasives, 
you owe it to yourself, for the sake of profits, to 
test Michigan &€®<¢OAT Brand products in 
your operation. Only then will you know if your 
grinding and finishing costs are at rock bottom. 


Michigan Abrasive is the fastest growing 
manufacturer of coated abrasives in the country 


. .. and no wonder! The proof is in performance. . 


See for yourself what &€)<oaT, the sharper 


cutting, cleaner cutting, smoother finishing brand 
of coated abrasives, can do for you. Call your 
Michigan representative today or mail coupon 
for free, complete catalog and representative will 
call you for appointment. Do it soon. You'll be 
glad you did! 


Name. 


Title 


Firm 


ABRASIVES 
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Address 


City State 
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MICHIGAN ABRASIVE CO. 


Manufacturers of "The Humidity-Controlled Abrasive” 
11911 E. 8-MILE ROAD « DETROIT 5, MICHIGAN 


| want to know more about Michigan Abrasives. 


Please send free Catalog CT Have representative call CJ 


1957 
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— 
THE FIRST COMPLETE 


"PACKAGED" FUME WASHER PROVIDES 


The Cyclonaire is compact and inexpensive . . . yet 

so efficient it handles big fume removal jobs formerly 
requiring larger, custom built units. This increased 
capacity-to-size ratio is due in large degree to Intalox 
Saddle packing — the “heart” of the Cyclonaire. Intalox 
Saddles provide more useful wetted surface area, greater 
randomness of packing and a higher percentage of 

free space through the bed than any other tower packing. 
Thus fumes are more efficiently scrubbed at high 

C.F.M. rates, removing up to 99.9% of many gases in 
concentrations of 1% or less. The Cyclonaire safely 
handles corrosive gases in low concentrations. 


You can order a Cyclonaire in any one of four standard 
“package” models, in capacities ranging from 750 

to 6,000 c.f.m. However, many variations are possible to 
meet virtually every requirement. For instance: 


When 100% fume removal is required, scrubbing 
action can be increased in any model either by adding 
additional packed sections or using two Cyclonaire 
units in series. If additional c.f.m. capacity is needed, 
two or more standard units can be used in parallel. 
Where elimination of dust or spray is the only problem, 
whole packed sections may be omitted or the amount 
_of packing reduced. Where fumes are not soluble 

in water, absorbent chemical solutions can be employed 
by using recycling equipment. These are but a few 

of many variations possible. 


The Cyclonaire is constructed of steel in easy-to-assemble 
flanged sections. Installation takes only a few hours, 

and it can be disassembled and relocated in a comparably 
short time. All inner surfaces are protected by a 3/32” 
thick corrosion-resistant Tygon lining. (The same 

basic lining that protects pickling and plating tanks. ) 
Exterior surfaces are coated with Tygon ATD Hot Spray. 


251-E 


Write today for Bulletin FW-5 
which presents detailed and 
illustrated technical data. 
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got rocks 


our heads 


—and it’s true! 


We really don’t mind this sort of talk. It’s our busi- 
ness to have the types of “rocks” on our minds that 
are saving millions of dollars in the finishing of manu- 
factured parts. 


Roto-Finish people have studied abrasive chips and 
compounds since the day they pioneered the idea of 
precision barrel finishing. The development of new 
and better media for specific finishing problems has 
made Roto-Finish the leader in mechanical finishing. 
Years of research and experience in barrel finishing 
techniques give Roto-Finish the “know-how” to 
recommend the right media to do the job you want 


done. 


If you’re not satisfied with your finishing production, 
look to Roto-Finish for the answer. Simply send sam- 
ples of your unfinished parts, a finished part, a descrip- 
tion of your production requirements and a list of the 


equipment you have available. We'll prove that you 
can save with Roto-Finish and we’ll guarantee the 
same results in your plant that are achieved in sample 
processing. 


SEND FOR FREE 
TECHNICAL DATA FOLDER 
ON ROTO-FINISH PROCESSES 


OMPAN Y 
3706 Milham Road 


Kalamazoo, Mich. 


Phone: 
Flreside 3-5578 


FOREIGN REPRESENTATIVES: CANADA — Toronto — Canadian Hansen & Van Winkle Co., Ltd., 
Cor. Silver and Morrow Aves. ENGLAND — Mark Road — Hemel Hempstead — Hertfordshire — 
Roto-Finish Ltd. AUSTRALIA — Cheltenham, 89 — St., A. Flavell Ltd. HOLLAND — BEL- 
GIUM — LUXEMBURG — Delft, Holland —N.V. Roto-Finish Maatschappij Rotterdamseweg 370A 
@ AUSTRIA, GERMANY, SWITZERLAND, NORWAY, SWEDEN Frankfort a.M.—Metallgesellschaft 


22 22/Circle on Readers’ Service Card 


A.G., Germany — Reuterweg 14 @ ITALY — Milan — Societa Roto-Finish»a R.L. — Sestos § 


Giovanni — Viale E. Marelli 31 @ FRANCE—Paris Societe Roto-Finish, 40-42 rue Chance Milly - 
Clichy, (Seine) @ BRAZIL — Rio de Janeiro — Commercial E. Industrial de Formos Werco, Ltd 
rua General Gurjao, 326 @ SPAIN — Barcelona — Instituto Electroquimico, S.A. — Corcega 59 
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e Economical recovery of valuable material. 
e Simplified disposal of filter cake. 

e Choice of power openings. 

e Rapid self-cleaning devices. 


e Complete automation or push-button control for all 
filtering and cleaning actions. 


If you think cleaning filters is a messy, costly job .. . take a good 
look at one of the new Industrial Vertical Filters. 


The dirty work of cleaning has been changed to a push button 
routine with self-cleaning features like air wash, sluicing devices, 
mechanical shakers and something that has been needed for 
years ... cake discharge outlets where you need them! 


Industrial can help you organize a filtration system that fits your 
process like a hand in a glove. You can quickly recover or dispose 
of filter cake in wet, semi-solid or dry form. Filters can be made 
completely automatic or with any degree of manual control 
desired. Arranged in pairs or series, they eliminate down time or 
pressure drop in continuous processing. They are available with 
corrosion resistant linings or temperature insulation jackets. 


Why not look into the advantages of modern filtra- 
tion for your process? Analyses and recommendations 
by Industrial cost nothing...but can lead to better prod- 
uct quality and more economical processing. Write 
or call Industrial to see a qualified representative. 


For more details on 
Industrial Filters, 


ask for Bulletin 111 


INDUSTRIAL 


FILTER & PUMP MFG. COMPANY 
5906 OGDEN AVENUE e CHICAGO SO, ILL. 
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Holders of the 
inal potent 
Sisal U.S 
Pat. No. 2642706. 


JOE-D line includes 
campiete selection of 
Bics Sisal, Bias 

{Finger} ond 
es quality Polish- 

wg Wheels. 


Since its foundi 
ng, the JOE-D Buff 
ii. 
in Sisal — constantly 
ways te give you faster-cutti 
isal Buffs. Made of the fi 
eranteed fray-proof performance 
end te whip or seratch . 
te held compeund and nite 
r every Sisal buff 
the original — and 
ca’s finest — Bias 


TELEPHONE 2171 


24/Circle on Readers’ Service Card 


Fabricated 
to your 
Specifications 


any shape, ot no extra 


NO MOLDS NEEDED —Made ony size, 
cost and no loss of delivery time. 


UNIFORM DIMENSIONS — NO TAPERING — Dimensi 
at bottom and top += - means larger capacities t 


molded tanks. 

FLANGES, DAMS, Ete. —Can be inexpensively equipped with 
flanged connection, holes, overflow dams, baffles, separations, etc. 
CHEMICALLY RESISTANT THROUGHOUT — Fabricated from i 
sheet properly reinforced. This is @ structural material . 


a lining. 
prices, ond table of 
crocks, ducts. 


ons are same 
han tapered 


not 


Write for literature, 
chemical resistance for lolyte tanks, 


Available 
from Stock 


PRICE LIST 
Outs Outs. List Gol. Ovts 
Diam. Hght. Cost ap. Diam. 
10” 16” 18.00 26 
10” 24" 24.00 30 
12” 18” 24.00 40 
24" 26.00 40 
14” 8" 28.00 58 
14" 24" 35.00 18 
14” 36" 50.00 64 .00 
16” 12" 26.00 95 .00 
16” 14” 29.00 125 .00 
16” 18” 36.00 88 110.00 
16" 24" 44.00 | 173 3" 48 200.00 
36” 60.00 104 6" 24" 119.00 
.00 36” 48” 225.00 


ANY DIMENSIONS ANY CURVES ANY LENGTHS 
has greater resistance to chemical attack than 


stainless, Monel, or aluminum. 1/5 the weight of steel, it 
is superior in tension, flexural, and compression strength. 


Unlike thermoplastics jolyte will not heat-distort below 
350 deg. 


Send drawings of P 
for literature givin 


quotes and ask 


rints for 
sistances. 


g chemical re 


Order from us 
or your distribut 
payment with firm. 


ALL PRICES F.0.B, FACTORY 
SCHORI PROCESS DIVISION 


FERRO-CO CORPORATION 


8-11 43RD RO 
8-11 43RD ROAD, LONG | 
ORY: 59-31 54TH STREET. MASPETH 
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FINAL EXAMS 


prove that motor generators are your 
most dependable form of power conversion 


MOTOR GENERATORS ARE TESTED RELENTLESSLY 


You can be certain of absolute dependability and top 
efficiency in a Chandeysson Motor Generator. Simultane- 
ously, each generator is run for at least 12 hours at 110% 
of voltage and 115% of current before it leaves our plant. 
Tests prove time after time that efficiency and maximum 
voltage will not drop off with age as is often the case 


with other types of power conversion. 


This is just one example of Chandeysson performance 
engineering. Behind every generator are decades of 
engineering and manufacturing know-how . . . consistent 
employment of only the finest, most durable materials... 
and user testimony to highest standards of performance 
and life-long service. For extra capacity to meet emergen- 


cies at the lowest possible cost... whatever your needs 


CHANDEYSSON ELECTRIC COMPANY « 


[ETAL FINISHING, May, 1957 


are in power conversion equipment... insist on 
Chandeysson low-voltage generators. 


GET ALL THE FACTS on how you can gain lifetime power 
dividends with a Chandeysson Motor Generator set. Mail 


this coupon... Now! 


CHANDEYSSON ELECTRIC COMPANY CHA-93 
4074 Bingham Avenue, St. Louis 16, Mo. 


Please send bulletin D-103 


4074 Bingham Avenue, St. Lovis 16, Missouri 
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For cleaning aluminum in power 
washers, Ahcoloid Cleaners + 
59-H-5 and 59-H-9, low foaming 
with high detergency. 


For acid descaling and derusting of 
steel, Ahcoloid Cleaner #210, in 
convenient powder form. 


For fast removal of buffing com- 
pounds from all metal surfaces, 
Lustrebrite Liquids 35 and 58. 


For smooth, even deburring of 
metal parts, Ahco Nuggets, fast 
heavy-cutting natural aluminum 
oxide media — sizes from 10-mesh 
to large 1%” or 2” available. 


For coarse cutting of steel and 
iron parts, Ahce Cutting Compounds 
#17-D-4 and #17-D-7. 


For alkaline derusting of steel, 
Ahco Deruster # 11. 


For bright rolling of steel and iron 
surfaces, Ahco Burnishing Com- 
pound + 44. 


For low-cost bright burnishing of 
copper and brass, NEW Ahco Bur- 
nishing Compound P. 


For low-cost burnishing of alu- 
minum, NEW Lustrebrite Liquid + 
50 AF. 


For producing bright, ductile nickel 
deposits in barrels, Ahco Barrel 
Brighteners Pl and SI. (Two-bright- 
ener system.) 


For finishing all metals as well as 
plastics, Ahco Greaseless Com- 
pounds. 


For high-quality, low-cost buffing 
of all metals, Ahco Liquid Buffing 
Compounds. 


For fast-drying, non-film-forming 
water displacing from ali metals, 
Ahco Water Displacing Compound 
FD. 


For phosphating steel, zinc, and 
other metal surfaces, Ahcophes 
Compounds. 


For economical inhibiting of sul- 
Phuric or hydrochloric acid on steel 
and iron parts, Ahco Acid Inhibitor. 


All of these outstanding products are Hie result of the Ahco 
Laboratories’ continuing research and development program 


Cheek blecks for FREE Bulletins 
you wont... mail this ad te 
Benedict St, Waterbury, Conn, 


BEMICAL 60. 


mercer 


WAGNER 


aE 


“The efficiency of your new Iso-Brite Copper bath 
will enable us to put a $7500 ‘semi’ to work on 
other jobs. We get a deposit of .0005” in a 
15 minute cycle and could easily get .0006” to 
.0008” if required. Iso-Brite needs less mainte- 
nance than any bath within our experience.” 
(Robert Hilfinger, Pres. Hilfinger Corp. to Jos. R. 


oubles 


SEMI-AUTOMATIC PLATING! 


CONVERSION TO ISO-BRITE ELIMINATES ONE MACHINE... 


The record at Hilfinger Corp., Toledo, Ohio, tells a 
simple story. This big, 115,000 sq. ft. die casting 
plant with a 200-man plating department originally 
required two semi-automatic plating machines for 
plating copper before nickel and chrome on large 
automotive die castings. New Wagner Iso-Brite 
Copper bath was installed eight months ago in one 
tank, replacing a leading proprietary copper bath, 
both machines being operated by a single generator. 
Excessive burning of the competitive plate resulted. 
The single machine charged with Wagner Iso-Brite 
Copper now turns out Hilfinger’s entire production 
requirement to the customer’s specification, per- 
mitting the surplus semi-automatic to be devoted 
to other production. 


If reducing finishing costs is of interest to you, 
consider these reasons why this new Wagner- 
processed chemical is making records everywhere: 


400 MIDLAND AVE., DETROIT 3, MICHIGAN 


CHICAGO © CINCINNATI © CLEVELAND + INDIANAPOLIS + NEW YORK + ROCHESTER » GRAND RAPIDS 
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Die cast automotive grill part 
ready for nickel and chrome. 


Wagner Iso-Brite Copper offers 


1. Ease of control 


2. High anode efficiency—copper cyanide additions 
virtually eliminated 


Much heavier plate 
Fine grained, dense, ductile, fully bright 
Freedom from roughness 


Wide operating range—temperature 135-165°; 
up to 60 amperes per square foot 


7. High tolerance of organic contamination 


AM 


Wire, phone or write for Bulletin 70.2 for full technical 
information on Iso-Brite Copper and the Wagner 
cadmium and zinc brighteners and chromate finishes. 
Please pass this advertisement along to your purchas- 
ing agent or plating superintendent. The Wagner man 
in your area will assist you with any plating problem. 


BROTHERS INC. 
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“Formulators of metal cleaning compounds 
prefer Dow Alkali” 


Costs in your metal cleaning operation are directly 
affected by the cleaning agent used. Take into account 
how fast and thoroughly it cleans, as well as the purchase 
cost. If it doesn’t clean with top efficiency, chances are 
your over-all cleaning costs are not as low as they could be. 


Many plants have cut costs substantially by switching to 


YOU CAN DEPEND ON 
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products made by formulators who use Dow Alkali. The 
reason is simple: Dow Sodium Orthosilicate and Dow 
Caustic Soda deliver the highest alkaline cleaning power 
you can buy for any price. 


Why not give it a try? THE DOW CHEMICAL COMPANY, 
Midland, Michigan, Department AL 608K-1. 
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A. B. HOEFER, Vice-President, FREDERIC B. STEVENS, INC. 


AUTOMATIC IMMERSION PROCESSING 
RESULTS IN REAL SAVINGS! 


MORE AND MORE, PROCESS ENGINEERS are recognizing 
the money savings to be realized from automatic processing installa- 
tions, i.e. Anodizing and other aluminum immersion treatments; 
Blackening; Bright Dipping; Dichromating; Cleaning; Pickling; 
Washing; Phosphating for rust prevention; wear resistance, and prior 
to cold drawing; Stripping as well as Electroplating. 


These Stevens Automatic M achines are 


*“PROFIT-MAKING MACHINES” was one term recently used by 


a Stevens Automatic Machine user. Money saved in labor, floor 
space, production control and similar costs, if tacked on the other 
end, could very easily be termed ‘‘profit.”’ 


IN ANALYZING AUTOMATIC MACHINE USERS at Stevens 
for the past three years we were interested in the increased number 
of processing applications which manufacturers are adapting to this 
versatile equipment. 


AUTOMATION HAS INFLUENCED THESE INCREASES, for 
our automatic machines fit ideally into ‘‘straight line’ production 
layouts and eliminate handling and human error so costly in today’s 
modern manufacturing techniques. All of our machines can be 
equipped with automatic load and unload features and have flexibility 
which enables them to be used for a variety of metal treatments. 


IF YOU ARE A PROCESS ENGINEER, or occupy a similar post 
of responsibility in your plant, contact your Stevens sales engineer 
or write for more information on automatic immersion processing as 
well as electroplating. Let us show you how you can recommend 
methods to save your company money. Write: Frederic B. Stevens, 
Inc., 1800 Eighteenth Street, Detroit 16, Michigan. 


FREDERIC B. 


INCORPORATED 
YOUR METAL FINISHING SUPERMARKET 


DETROIT 16, MICHIGAN 
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CUT YOUR BUFFING 
COSTS WITH STEVENS 
LIQUID COMPOSITIONS 


Stevens Laboratories 
have developed many new 
liquid buffing com— 
positions for aluminun, 
zinc, copper, brass, 
nickel and stainless 
steel. 


These safe, stable non- 
flammable liquid com-— 
positions are available 
in many grades to meet 
all cutting require— 
ments. 


Stevens Liquid Composi- 
tions increase buff 
life .. . reduce com— 
pound waste ... cut 
labor costs. 


Let us demonstrate how 
Stevens Liquid 
positions will work for 
you. Write Frederic B. 
Stevens, Inc., 1800 
18th Street, Detroit 
16, Michigan. 


FREDERIC B. 


INCORPORATED 


YOUR METAL FINISHING 
DETROIT 16, MICHIGAN 
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Engineering “First” 


Demonstrating the same unsurpassed initiative, ingenuity 
and craftsmanship which, over the years, have set the pace of 
progress for the entire industry. Richardson-Allen engineers 
—working in close cooperation with Westinghouse engineers— 
have developed and perfected the ultimate in power rectifica- 
tion. 


DEPENDABLE POWER RECTIFIERS 


HERMETICALLY SEALED JUNCTIONS — 
HIGH TEMPERATURE OPERATIONS 


VERSATILITY—Richardson-Allen silicon rectifiers are now available 
for the plating and industrial fields in ratings up to 500 kws. 


EFFICIENCY—Richardson-Allen silicon rectifier units are now supply- 
ing major industries with an unprecedented amount of direct cur- 
rent—with no loss in efficiency, no aging and no apparent limit to 
the life of the silicon junctions. Single silicon junctions are de- 
signed to withstand up to 300 Pv. 


ECONOMY — Occupying unbelievable 
small space, the initial cost is often 
lower than other conversion methods; 
practically no maintenance is ever 
needed and when installation savings 
and power savings are figured the 
total amount is impressive. 


For additional information, write to: 


RICHARDSON Corporation 


DEPENDABLE RECTIFIER SPECIALISTS 


a Manufacturing affiliate of 


WESLEY BLOCK & CO., INC., 116-15 Fifteenth Ave., College Point, L. I., N. Y- 
IN CANADA: Richardson-Alien of Canada, Ltd., 1236 Birchmount Rd., Scarborough, Ontario 
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PFIZER CITRI 


@ With Pfizer Citric or Tartaric Acid you 
can develop a household cleaning product 
that gets metals “clean as a whistle” —safely ! 


The MILD ACTION of citric and tartaric 
acids in your cleaning preparations effec- 
tively removes tarnish and oxides from fine 
silver, copper and copper alloys. Citric acid 
is also notably successful in solving the diff- 
cult problem of formulating an aluminum 
cleaner that is both safe and efficient. The 
mild acidity of citric acid removes oxidized 
coatings from aluminum surfaces with neg- 
ligible attack on the virgin metal. 


In addition to being safe for metals, Pfizer 
Citric and Tartaric Acids are NONTOXIC— 
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TARTARIC ACIDS 


an important human safety feature for your 
product. both in its manufacture and its use 
by consumers. 


Pfizer offers a third nontoxic organic acid 
that’s useful for cleaners and polishes. It is 
gluconic acid. Salts of gluconic acid, and of 
citric and tartaric acids, are available from 
Pfizer, too. Write Pfizer for Technical Bul- 
letin 61 which describes the many appli- 
cations of Pfizer Organic Acids in metal 
cleaning, polishing and plating. 


CHAS. PFIZER & CO., INC., Chemical Sales 
Division, 630 Flushing Ave., Brooklyn 6, N. Y. 
Branch Offices: Chicago, Ill.; San Francisco, Calif.; 
Vernon, Calif.; Atlanta, Ga.; Dallas, Tex. 


manufacturing 
chemists 
for over 


100 years 
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SN-510 922 


our guess is 
10 o°° per month 

per cylinder 


PAT. APP. 


Uniform Plating makes the difference 
With BELKE DOUBLE OSCILLATING CYLINDERS 


triple mixing action stirs, turns and moves the work across 
the cylinder. Every side of every piece gets uniform exposure 
to plating current. 

You eliminate under-plating and over-plating. You don’t 
have to over-plate most of the work to get the minimum 
deposit required on all the pieces. 

You reduce plating time up to 20 with corresponding 
savings in plating metal and current. 

What’s more you turn out barrel plating quality never 
before equalled—avoid complaints, eliminate rejects, strip- 
ping and rerunning. 


Modernize Your Plating Barrels 


with BELKE Rock and Roll Cylinders. 
BELKE Double Oscillating Cylinders are available in all 


sizes from 14x36 regulars to 6x12 portables in complete 
plating units or to replace present cylinders. 


Write or ask your BELKE SERVICE ENGINEER. 
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Each Revolution 


work flows across 


A marked piece shows 
the way the work goes . 


Conventional Cylinder 


VV 


As the cylinder revolves the marked piece follows 
a fixed path round and round the inside wall. 


Double Oscillating Cylinder 


The marked piece shows the progressive figure 8 
mixing action added by double oscillation. The work 
pours back and forth as well as round and round. 

Individual pieces move from end to end of the 
—- They roll, twist and turn. None remains 

uried. 


All sides of every piece are uniformly exposed to 
plating current. That’s why Double Oscillating Cylin- 
ders give you uniform plating deposit not obtainable 
with conventional cylinders, in less plating time and 
at reduced plating cost. 
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Photo Courtesy Rack Processing, Co. Dayton, Ohio 


Which coating’s worth looking into? 


Unichrome Coating 218X, of course 


NOTHING BEATS plastisol for rack insulation. 
Platers who really investigate, choose Coating 
218X. For they find this coating backed by 10 
years untroubled service experience. They see 
cases where coating service exceeded 6 years of 
daily use! No question that Coating 218X sur- 
vives in all plating solutions, contaminates none. 
Even vapor degreasing cycles don’t harm its free- 
rinsing slick surface. Using the best quality at 
the outset saves money in the long run. 
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If you’d rather have an outside firm apply Coat- 
ing 218X for you, we'll name a skilled specialist 
nearby. 


First name in plastisols for ail plating purposes... 


y— 


PLATiNS MATERIALS 

Oncamic Coatings 

tee 
MATERIALS 

& 

SEAVT BELTING 


METAL & THERMIT 


CORPORATION 
GENERAL OFFICES: RAHWAY, NEW JERSEY 


Pittsburgh + Atlanta + Detroit + E Chicago + Los Angeles 
in Canada: Metal & Thermit — United Chromium of Canada, Limited, Rexdale, Ont 
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PLATTERS... 
here’s a sure way 
to cut operating costs! 


Install AMERICAN 
TEMPERATURE 
REGULATORS 


Eliminate cloudy or rough deposits. Control 
deposit stress. Reduce rejects and consequent 
expensive reworking. Maintain constant color 
in alloy plating. Prevent breakdown of the 
‘solution. Maintain full throwing power. Stop 
overheating. Save steam. 


All these advantages can be yours. Equip your 
metal finishing tanks with self-operated, auto- 
matic American Temperature Regulators. Tem- 
peratures are constantly maintained within 
required limits. You can be sure of continuously 
uniform, high-quality plating—no rejects. Where 
high-production conveyorized equipment is used, 
peak performance of the machinery is achieved. 


American Temperature Regulators are available 
with an accurate temperature indicator as pic- 
tured here. Your men can tell immediately that 
required temperatures are being maintained. 
They can easily see and quickly reset the regu- 
lator when changing from one type of operation 
to another. 


American Temperature Regulators are easy to 
select, install and maintain. No compressed air 
or electricity needed. Temperature adjustment 
and repeat setting take but a few seconds. Sizes: 
%” to 14%”. Temperature Ranges: 90/180° F. or 
135/225° F. standard. System: Bulb and line of 
temperature system are covered with solution- 
resistant plastic, assuring long service life. Valve: 
Bronze body, single seated, with renewable stain- 
less steel seat and disc. Screwed union ends. 
Write for complete details. 


SJ A product of 


production pieces | 
faster-better with 


Polishes-—Deburrs—Levels 
@ Saves Time—Labor Costs 
@ Improves Product Appearance 

@ Sold as a Concentrate 

e@ Used with Standard Plating Equipment 


Electro-Glo electropolishing is the modern, 
economical finishing method in which a fractional 
amount of metal is removed rather than deposited 
as in plating. Electro-Glo comes to you as a con- 
centrate, and you purchase the balance of the 
solution locally. It is used in conventional plating 
equipment. 


Electro-Glo does a multiple job. Deburring, leveling, 
and polishing take place simultaneously. Any de- 
gree of brightness is easily obtained. Electro-Glo 
concentrates process Copper Alloys, Stainless Steel, 
Carbon Steel, and less common metals and alloys. 
The Electro-Glo process is recognized as a superior 
polishing method, and has an enviable record for 
Saving Time, Saving Labor, Increasing Production 
. and NO royalties! 


Engineering service available. Sample piece electropolished 
by the Electro-Glo method without charge. Equipment layout 
and cost analysis furnished. Special methods and finishes 
developed. Send for full details. 


MANNING, MAXWELL & MOORE, INC. 


AMERICAN 
INDUSTRIAL STRATFORD, CONNECTICUT 
INSTRUMENTS 
a) YOUR INDUSTRIAL SUPPLY DISTRIBUTOR is as close 
-==/ * counsel, money-saving service and prompt 1428 South Talman Avenue Chicago 8, 


4 delivery from local stocks. 
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your plating problems dissolve 
with fop dissolution 


COPPER 
ANODE S 


OFHC Anodes eliminate the need for bagging 


... minimize anode particles in plating solu- WG Ly Cp, 
tions . .. cut metal losses in scrap by as much SSS ZA SSZ 
as 30 percent. The reason: OF HC Anodes are WS 
totally free of oxygen and deoxidants, have “ANS Gh 
high density and low porosity. These charac- Round, Oval, 
teristics mean fewer insolubles, uniform dis- 3” dia. uF 
solution, top anode efficiency. 

As proved in pilot-plant tests and commer- a" 
cial use, OFHC Anodes yield smoother plating Wp WA 
than anodes of any other type...and with ESA OWN 

less scrap and less sludge! The result: More “ss ANN 
and more plating men are turning to OFHC . s 
Anodes to end plating roughness, and to re- 
duce losses of metal in solution build-up and 
scrap. ... Four shapes available in all lengths 
from 18 inches to 93 inches. : 
FREE LITERATURE 3 
i Exhaustive tests at the foremost Report on 
i Independent Industrial Research OFHC Anodes 
i Laboratory in the U.S. strikingly 
demonstrated the superiority of 
OFHC Anodes. They are now iid) 
j proving themselves in commer- 
[ cial use. Find out how OFHC 
Anodes can solve your plating 
problems ...send today for free 
copies of the Research Labora- 
tory’s Report on OFHC Anodes 
and AMCO’s booklet Improving 
Your Electroplating Operation. 
®@0FHC—Oxygen-Free, High-Conductivity Copper 
THE AMERICAN METAL COMPANY, LIMITED 


61 BROADWAY, NEW YORK 6, N. Y. 
Gentlemen: 


| 

| 

| | wish to know more about OFHC Copper Anodes and their 
advantages. Please send me a free copy of: 

| (© Independent Research Laboratory's Report on OFHC Anodes 
1 © Improving Your Electroplating Operation 


MY NAME .......... 

COMPANY 
ADDRESS...... 


THE AMERICAN METAL COMPANY, LIMITED 
61 Broadway, New York 6, N. Y. 


Boston, Statler Bldg. Detroit, Buhl Bidg. 
Chicago, 1 No. LaSalle St. * Los Angeles, Nat’! Oil Bidg. 


METAL FINISHING. Ma y, 1957 37/Circle on Readers’ Service Card 35 


\ 
| 
| 
4 
| 


ihe 


J.J. COM PANY 


May lst, 1957 


CELEBRATING 
our 
THIRTIETH 


Dear Mr. Metal Finisher, 


We want to express our appreciation to you, for 
the confidence placed in the J.J.Siefen Company 


during the past thirty years. 


Our growth has been due to your continued con- 


fidence in our Products and Sales Engineering. 


It is our sincere desire to serve the METAL FIN- 
ISHING FIELD in the years to come, as we have en- 


deavored to since May lst, 1927. 


Sincerely yours, 


co. 
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MAY 1957 


AIRLINES CIRCLE THE WORLD 


J.J. CO). 


A LEADER IN NATIONWIDE 
FINISHING MATERIALS 
AND SYSTEMS 


Zz 
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Corrosion protection is continuous in saran lined pipe—liquid never touches metal. 


You can see why Saran lined pipe prevents corrosion 


Corrosive liquids never touch the rigid steel pipe . . . it’s lined with durable saran 


You can stop downtime and other corrosion-caused losses by 
using saran lined pipe. 

The saran liner, over which is swaged a steel pipe, gives 
complete protection from commonly used acids, alkalies and 
many other corrosive liquids. At no time do these liquids 
touch the rigid steel pipe, its fittings or valves. 

You'll like the labor-saving way it fabricates. Cutting and 
threading can be done in the field with conventional hand 


or power tools. And you can hang it in the same manner as 
ordinary steel pipe. 


Saran lined pipe has high bursting strength, withstanding 
working pressures up to 300 psi. Fittings and valves are 
available in cast iron or malleable iron for 150 psi working 
pressures and in cast steel for 300 psi working pressures. 


For tomorrow’s protection today, investigate saran lined 
pipe. THE DOW CHEMICAL COMPANY, Midland, Michigan. 


SARAN LINED PIPE COMPANY 


DEPT. SP1593C N 
ame 


Please send me information on saran lined pipe, fittings and valves. 


Title Company 


2415 BURDETTE AVENUE 
FERNDALE 20, MICHIGAN Address 


City State. 


YOU CAN DEPEND ON 


METAL 


FINISHING 
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There’s 


Quality 
Plus 


Now you get the usual high-quality Du Pont sodium cyanide... 


PLUS low sulfide content and a cost-of-use savings 


Anew form of sodium cyanide from Du Pont is available 
to the electroplating industry. Called **Cyanobrik’’, the 
product comes in 1l-oz. pillow-shaped briquettes. 
“Cyanobrik” sodium cyanide offers the usual high 
quality and excellent performance of Du Pont sodium 
cyanide in the plating of various metals. In addition, 
the new product features extremely low content of sul- 
fur (as sulfide), 0.0005% or less by specifications. 


For use in cyanide electroplating solutions ... particu- 
larly effective in sulfide-sensitive electrolytes. “‘Cyano- 
brik” is desirable for cyanide electroplating solutions 
normally using sodium cyanide—including copper, 
zinc and cadmium. Its almost-negligible sulfide content 
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makes it especially attractive for use in sulfide-sensitive 
electrolytes such as proprietary bright copper baths, 
when economic considerations make the use of sodium 
cyanide preferable to potassium cyanide. **Cyanobrik” 
is not suitable for use in molten heat-treating baths, 
and should not be used for this purpose. *‘Cyanegg”, 
**Cyanoflake” and ‘‘Cyanogram” sodium cyanides are 
readily available for heat-treating applications. 


**Cyanobrik” is available in mixed truck loads with 
potassium cyanide, and from local stocks in principal 
Cities. 


E. I. du Pont de Nemours & Co. (Inc.), Electrochemicals 
Department, Wilmington 98, Delaware. 


ELECTROPLATING 


CHEMICALS ° PROCESSES ° SERVICE 


REG. u.s. Pat OFF 


BETTER THINGS FOR BETTER LIVING... THROUGH CHEMISTRY 
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Today's builder's hardware is designed and 
manufactured to appeal to the modern family’s 
taste... functional but with a subtle touch 

of high style. The Schlage Lock Company has 
always been a leader in the production of locks 


and hardware that are as modern as tomorrow. 


Finishes too can be modern combining elegance 


inwNh, and smartness. And, today’s most stylish, most 

3 = ¢> practical and most modern finish is a 

SATIN FINISH ...a Lea Satin Finish. 

\ j These and many other SCHLAGE 
STAR 


LOCKS are Lea Satin Finished. 


Why not write us today for more 


information on this modern, 


rich looking, economical 


JLIP MANHATTAN 


ATURN SATURN 


method for quality satin 


finishing your products. 


Smart lock fashions by SCHLAGE eee 


LA 
COMPOUND 


Burring, Buffing, Polishing, Lap- 
ping, Plating and Spray Finishing 
. . . Manufacturers and Specialists 
in the Development of Production 


Methods, Equipment and Compo- 

sitions. Manufacturers of Leo The Hallmark of lea-Michigan, Inc., 14066 Stansbury Ave., Detroit 27, Mich. 

Compound end Learok. . . Indus- lea Mfg. Company of Canoda, Ltd., 1236 Birchmount Road Scarborpugh, Ontario, Canada 
try's aud Quality Products Lea Mfg. Company of England, Lid., Buxton, England 

compounds for over 30 years. Lea-Ronal, inc., Main Office and Laboratory: 139-20 109th Ave., Jamaica 35, N. Y. 


Manufacturing Plont: 237 East Avrora St., Waterbury 20, Conn. 


Are you interested in plating specialties? 
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COLD 


4K The other works 


cue ue Are you barrel plating? Getting the 
ere L-R NICKEL GLEAM ey brightness you want? The ductility? 
eae (for high temperature operation) Good subsequent chrome coverage? 
Our research department has developed 


Rapid deposition oe two ‘effective’ brighteners for BARREL 
nickel plating, each with 
distinctive characteristics: 


Exceptional brilliance 


High tolerance to metallic impurities 


Outstanding ductility 


The hundreds that are using Lea-Ronal Plating 


L-R NICKEL-GLO 


Processes know and appreciate the high stand- 
(for room temperature operation) 


ards that have been set by L-R. These two Bright- 
Normal deposition rate eners ... NICKEL GLEAM and NICKEL-GLO... 
offer the same high quality and effectiveness. 


Attractive lustre Why not send for a trial sample of either or 


Single addition agent, no organics 


All the NICKEL-GLO plates out 


both? Make your own comparison. You'll find 


the results good. 


Non-critical operation; minimum control 


4 


LEA GROUP 
Beye serving the Finishing Field 


a Lea-Ronal, Inc., Jamaica, N. Y. 
Lea-Michigan, Inc., Detroit 
The Lea Mfg. Co., Waterbury, Conn. 
Lea Mfg. Co., of Canada, Ltd. 
Lea Mfg. Co., of England, Ltd. 


Plating Polishing Buffing 
Burring 


439-126 109th Avenue, Jamaica 35, Y. 
Manufacturing Plant: 
237 East Aurore 20, Corin. 
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. _ Are you interested in Buffing, Polishing and Burring Specialties? SEE THE OTHER SIDE OF THIS INSERG 


Low-Cost Walker Rectifiers Can Solve 
your Electroplating and Anodizing Problems 


@ Walker Work-Saver 
Feature 


e No Moving Parts 
e Dependable 


e Efficient 


With the quality-made Walker Rectifier 
—Silicon, Germanium, Selenium — you 
get the rectifier that’s built for long years 
of trouble-free life. And, the Walker Work- 
Saver feature automatically cuts current 
back to a pre-determined level whenever 
necessary to prevent work spoilage. 


Engineered to deliver maximum service 
at minimum cost, Walker Rectifiers have 
a power factor of 97% and a D.C. 

ripple of about 4%. 


Quality-made Walker Rectifiers are 
designed and manufactured to the 
highest standards. With no moving parts, 
there’s nothing to wear out, nothing 
to get out of adjustment. 


- 
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MODERN EQUIPMENT 


FOR 


THE AGE OF AUTOMATION 
ANCIENT PRICES 


1—Udylite Cyanide Hydraulic Full Automatic 34’ long, 6’ wide, NEW 1949, 30” lift cycle 
of operation: 


Cleaner 71” x 26” x 42” deep 

Rinse 35” x 26” x 42” 

Acid 53” x 26” x 42” (lined) 

Rinse 35” x 26” x 42” (lined) 

Plate (unlined) 14’ going 18’ on return 

Rinse 35” x 26” x 42” 

Hot Rinse 55” x 26” x 42” (lined) 

Dryer 6’ long 

This unit can be adapted for nickel, nickel and brass, nickel and chrome, or a Bright Dip 
cycle can be readily installed for cadmium or zinc. 


1—Hammond OD—9B Tube Polisher. 


1—-Acme type SM Buffing Machine. 
1—Acme Reveal Moulding Machine. 


1—Like new Roto Finish Machine, Variable Speed, Rubber-Lined, 2 compartment, each 
compartment 22” x 35”. 


1—Hanson-Van Winkle-Munning Synchronous Motor Generator Set, rated 7500/3750 
amperes at 9/18 Volts, 360 R.P.M. 40 Degree, Synchronous 125 HP 220/440, 3 phase, 
60 cycle motor, serial *12362, 1952 vintage, full control and starting equipment. 


1—-Chandeysson Synchronous Motor Generator set, rated 5000/2500 amperes at 7/14 
Volts 360 R.P.M. 25 Degree, synchronous 60 hp 220/440 3 phase, 60 cycle motor, ser- 
ial *28132 1940 Vintage, full controls and starting equipment. 


1—Electric Products Synchronous Motor Generator Set, rated 6000/3000 amperes at 
6/12 volts, 300 R.P.M. 25 degree, Synchronous 75 HP motor, 220/440 volts, 3 phase 
60 cycle, Serial *21706, 1938 vintage, Full controls and starting equipment. 


ONE OF THE LARGEST AND MOST DIVERSIFIED STOCKS OF EQUIPMENT IN THE COUNTRY 
EQUIPMENT WHEN AND HOW YOU WANT IT 


BAKER BROS., INC. 


564 E. FIRST STREET 
SOUTH BOSTON, MASS. 


40 
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Specialists in the Unusual 


_ SIGMUND COHN MFG. CO., INC 


--421 SOUTH COLUMBUS AVENUE - MOUNT VERNON. NEW YORK 


FOR QUALITY CONTROL 
THE MOST COMPACT PLANT 


AT LOWEST INSTALLED COST 


CUSTOM 
PACKAGED PLATERS 


Whenever your work demands a high degree of 
quality and uniformity — that’s when you should get 
all the facts on Daniels Custom Packaged Platers. 
Each of these completely self-contained plating plants 
is designed to meet your specific production needs. 
Daniels Custom Packed Platers have found wide ac- 
ceptance in the electronics and jewelry industries, 
where precise quality control is a major objective. 
Also, you'll make these three important savings: Com- 
pactness (small floor area), low installed cost, speed 
of operation without sacrificing uniformity. 


FREE: Write today on your letterhead for illustrated 
booklet describing both Daniels standard plating 
barrels and Custom Packaged Platers. 
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Technological knowledge acquired through many years 
of experience, plus special processes and equipment, 
assure the high quality of our Rhodium Plating Solutions. 


Recommended for contact surfaces of switches, wave- 
guide parts and other electrical applications, such as 
printed circuits...Can be applied in extremely heavy de- 
posits, up to 100 milligrams per square inch. 


Rhodium plating provides the advantages of whiteness, 
lustre and corrosion resistance of a precious metal. 


Photo shows typical Daniels Packaged Plater and plating 


cycle. Any sequence of operations is adaptable to their 


versatile units. 


Soak |} Cold {| Acid |} Cold || Acid || Cold |(Cyanide} Cold 
Cleaner] Rinse || Dip || Rinse || Dip . || Rinse | Dip Rinse 
Hot |} Cold | plate || Plate || Plate || Plate |} || Flash 
Rinse || Rinse ' Rinse |} Plate 


41 Years of Dependable Service 


DANIELS PLATING BARREL 
& SUPPLY CO. 
129 Oliver Street, Newark 5, N. J. 
MArket 3-7450 


gh 
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Perfected: 
Patented: 
Proved: in hundreds of plating plants... 


FOR YOUR PRODUCTION! 


all the new features! 
U.S. Pat. 2,562,084 and others! 


There’s a G-S “Cogged-V-Belt” Drive Cylinder 
and Superstructure to fit Your Tanks and Drives 


Boost the earning power of your plant with 
these G-S features. Faster, better plating with 
positive G-S “Cogged-V-Belt” power trans- 
mission. Less Maintenance boosts efficiency, 
cuts down-time. Floating End Plates for auto- 
matic positioning. Four-point (horn) Contacts 
— three-point suspension. Heavier Dangler 
Cables, longer life. Floating Hubs, faster 
cleaning, danglers won't “ride-up.” Adjust- 
able Bearings for constant drive. All-Welded 
Cylinders, H-T Sincolite or Tempron, most 
rugged, heavy-ribbed construction. Total Cy- 
linder Immersion, bigger loads, eliminates 
explosion danger. 
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G-S “Cogged-V-Belt”’ Drive Plating Barrel 


-“Out-Performs Them All” say platers. 


“We cut costs up to 66% . . . shortened plating time 80% .. . 
practically eliminated all maintenance . . .” Reports like this from 
G-S equipped platers prove — that G-S is years ahead with all 
the important developments. “The Belt-Drive with the Gear-Grip”, 
another G-S “first” has set the highest performance standards in 
the industry. Saves 100% gear maintenance! Eliminated are cylin- 
der-end drive-gear, idler gear, pinion gear, 3 bearings. No gears 
or bearings in solution. Cogged-V-Belt can’t slip, creep, or vary 
speed. Steel tensile members won't stretch. Belts resist acids, alka- 
lies, floating oil and grease. There’s a G-S Conversion Plan for 
your plant. It will pay for itself in maintenance savings alone! 
Send for Bulletin GSB102. 


THE G.S. EQUIPMENT CO. 


15585 Brookpark Road e Cleveland 11, Ohio eo ClLearwater 2-4774 
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"Big reduction in 
number of rejects” 


"Cuts costs +. 
eliminates 
solvent-control 
worries” 


These statements represent the kind of degreasing re- 
sults you can expect from “Triclene” D trichlorethyl- 
ene. Manufacturers of products as different as auto- 
motive accessories, sporting goods, refrigerators, locks 
and builders’ hardware —all users of D— 
made these comments. 

They use it to clean grease and oil from all types of 
metals with every degree of surface polish. Users note 
that time between cleanouts is extended, and cleanouts 
it are far easier. “Triclene” D maintains brighter clean- 
iP: ing—distillation after distillation—job after job. 


| TRICLENE’ D 


“Cuts downtime 
_ by two-thirds” 


“Cuts degreasing 
time tn half” 


"Real savings 
in maintenance and 
production costs” 


"Degreaser 
cleanouts 
ate easier” 


Here’s why TRICLENE D is used for fast, 
| thorough vapor degreasing 


Heat, light, air, acids and aluminum chloride will 
not affect “Triclene’”’ D with its locked-in stabilizers. 
“Triclene” D trichlorethylene retains its original purity 
longer—contains nothing to harm even the most care- 
fully machined surfaces. Yet it costs no more than 
other degreasing solvents! 


Get all the facts on vapor degreasing. Du Pont’s new 
book contains forty-two pages of data and illustrations 
on the latest metal-cleaning developments. Send for 
your copy—without ; 
obligation—today. 


E. I. du Pont de Nemours & Co. (Inc.) 
Electrochemicals Department 


| | 

ary f TRICHLORETHYLENE | Wilmington 98, Delaware MF-5 l 

ka- §— (_} Please send me a copy of your new vapor-degreasing booklet. I 

ae Q T | (_] Please have your Representative phone for an appointment. 

| 

Name Title 

| Company | 

REG. U.S. PAT. OFF | 

BETTER THINGS FOR BETTER LIVING 
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U.S. Fully Automatic Equipment for processing and heavy 
copper plating the bottoms of popular brand stainless steel 
cooking utensils. 10 such U.S. installations are in service in 
3 plants of this manufacturer. 


U.S. Fully Automatic Conduit Pipe Processing In- 
stallation. Performs 24 operations in one continu- 
ous cycle including cleaning, acid treatment, zinc 
plating pipe exterior, enamelling and baking in- 
terior surface. Capacity—over 60 million feet of 
pipe per year. Glass enclosure houses U.S, 
Generator Equipment. 


U.S. Automatic Machine for processing tubu- 
lar steel furniture components. Performs 22 
operations automatically including cleaning, 
copper, nickel and chrome plating and dry- | 
ing in one continuous cycle. Has 5 parallel F 
processing lanes; each can take different 
kinds of material. 


Write for this FREE Brochure 


_ Since” 1896 


Provides the Right 
Combination for 
More Efficient 
Operation 


U.S. Equipment leads where production 

problems call for ingenious engineering and 
design for improving quality and lowering costs. 
Whether your job calls for Electroplating, 
Electrochemical Treatment, Metal Cleaning, 
Pickling, Acid Dipping, Drying or other related 
operations in any required series or combination 
—intermittent or continuous —it will pay to 

get U.S. recommendations. Our Service 
Department is at your disposal, without obligation. 


ce] 
31 HEYWARD STREET INCORPORATED 1896 
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_ 5. —A Complete Line of Plating Barrel, Still Tank, Variable Speed, 
Semi- and Fully Automatic Equipment » Motor Generators & Rectifiers 


U. S. GALVANIZING AND PLATING EQUIPMENT CORP. 


BROOKLYN 11, N.Y., U.S.A. 
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DEVOTED 

EXCLUSIVELY 

TREATMENTS 


MAY, 1957 Volume 55 Number 5 


FEATURES 
Editorial — Selecting Supervisors 
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Electroplate 
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SCIENTIFIC PRECISION 


Technic, Inc. equips you with controlled 
apparatus and electroplating solutions to 
maintain exacting standards and close 
tolerances. Typical benefits are the spec- 
tacular economies Technic effects in han- 
dling gold — where often electroplaters 
lose up to $60,000 or more of every $100,- 
000 worth through outmoded equipment, 
inefficient methods and solutions. 


TECHNIC ENGINEERING 


Technic engineers design and install your 
equipment — and stand by until perform- 
ance is assured. No installation is complete 
without this follow-through. 


TECHNIC PRODUCTS 


Technic Potassium Gold Cyanides, Concen- 
trated Aqueous & Dry ¢ Technic Electro- 
plating Solutions: Rhodium, Platinum & 
Palladium ¢ Technic Immersion Tin * 
Technic Protectox Anti-Tarnish * Technic 
Flame Flux 


TECHNIC EQUIPMENT 


Technic Electroplating Systems * Technic 
Germanium Diode Rectifiers * Technic Tur- 
bomatic Agitators * Technic Electroplating 
Barrel Unit * Automatic Techni Timers 


TECHNIC BIBLIOGRAPHY 


Technic publications, authoritative in our 
field: ‘“‘Electroplated Gold’; ‘Precious 
Metal Electroplating Data: Gold, Rhodium, 
Palladium, Platinum, Silver, Nickel’; 
“Electroplated Platinum”; ‘Electroplated 
Palladium”; “Electroplated Rhodium’’; 
“Analysis of Gold & Gold Alloy Solutions’’. 
Consult us without obligation, whether in 
respect to a new installation and electroplat- 
ing solutions, or an existing system now in 
use. Write for Technic publications in your 
field of interest. 
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Chrome-like finishes produced new low cost 


Time saved both in 
and out of chromium tank 


Self-regulation is a must for the ulti- 
mate in fast chromium plating. Without 
it, there’s still need for lengthy chemical 
analyses on solutions, and there’s no as- 
surance that baths are always in opti- 
mum plating balance. 


Unichrome SRHS*® Chromium is 
unique in that a reserve of chemicals is 
in the tank dissolving in just the amount 
to replenish losses. It thereby keeps the 
bath ingredients in optimum plating 
balance for best results. This not only 
saves time outside the tank on control 
tests, but also maintains high cathode 
efficiency and bright plate range. These 
in turn maintain high plating speed, 
enable a larger load to be covered per 
cycle, and minimize rejects and the 
waste of time and money they represent. 


NEW CYLINDRICAL ANODE EXPOSES 
LARGER EFFECTIVE SURFACE 


A new style of Unichrome round anode 
for chromium plating features a ribbed 
perimetér. The ribs give 75 current 
throwing edges or “points” in the 2” 
diameter anode, and 55 edges in the 
14%” anode. 

This multipoint ribbed anode prevents 
trivalent chromium build-up in solu- 
tions where cathode area is large. It 
also offers the advantages of the original 
smooth round Unichrome Anode. These 
include longer life, better current dis- 
tribution, high conductivity, resistance 
to warping. Send for data sheet RRA-1. 


Unichrome is a trademark of Metal & Thermit Corp. 


METAL & THERMIT 


CORPORATION 


General Offices: Rahway, New Jersey 
Pittsburgh Atlanta Detroit 
East Chicago * Los Angeles 
In Canada: Metal & Thermit—United Chromium 
of Canada, Limited, Rexdale, Ont. 
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New economical Unichrome Dip Compounds 
add sales appeal to zinc products 


Typical products for which new economical Unichrome Dips are especially suited. Costs for 
dip compound are between 30¢ and 60¢ per 1000 sq. ft. of surface treated. 


For the first time bright chrome- 
like finishes become economically 
practical for electrical conduit, 
junction boxes, toy wheel goods, 
and other low cost zinc plated prod- 
ucts including rough hardware. 
Economical chromate treating with 
newly developed Unichrome Dips 
is now being used to increase shelf 
life and sales appeal of even the 
most competitively priced products. 


The new Unichrome Clear Dips 
operate at extreme dilutions. Make- 
up costs are low. So are operating 
costs, even where dragout is a fac- 
tor. A unique feature of these 
Dips is their stability, which saves 
through long “mileage” and con- 
sistent results. 


Use of these Unichrome Dips also 
cuts need for brighteners in the 
zinc bath, since products emerge 
from the chromating solution with 
chrome-like brilliance. In fact, one 
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plater saved 28 tons of stained zinc 
plated hardware by “wash coating” 
with Unichrome Dip and restoring 
brightness. 


IMPORTANT FACTS 
ABOUT CHROMATE FINISHES 


Since the chromate solution has a 
stripping action on the zinc, operat- 
ing cycle affects results. So does the 
type of equipment. In order to get 
the color, corrosion resistance, uni- 
formity and economy desired, the 
chromate process must be matched 
to the differing needs of automatic 
and manual finishing. 

No single chromate material sat- 
isfies all needs. Metal & Thermit, 
long associated with the plating in- 
dustry and problems of finishing 
with zinc, is well qualified to assure 
the proper dip for specific require- 
ments. Unichrome Dip Compounds 
represent one of the widest lines of 
chromating materials available. 
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Selecting Supervisors 


Part of an editor’s job is to separate for his readers, from all the literary 
chaff which continually arrives at his desk, the relatively minute amount of 
digestible wheat. In the performance of this dreary task, he sometimes discovers 
an item which, at first glance, doesn’t appear to be of any value but, on further 
examination, makes him feel that his efforts, for a change, have been well re- 
warded. Such was a little booklet with the above title, which the Government 
Printing Office recently placed on sale. 


As an aid to management, the information presented is of unquestionable 
value. However, this alone would not have led us. to comment on it. Wha_ struck 
us most forcefully was that the factors which will influence the employer in his 
selection of an applicant are of obvious importance also to the applicant himself, 
in learning how to put his best foot forward. Reams of copy have explained to 
hopeful job aspirants the desirability of wearing, for the interview, a conserva- 
tive tie, a clean shirt and a freshly pressed suit, which is always a good idea, 
especially if one has no other qualifications to offer. However, the metal finisher 
has to establish his competence for the job in more specific ways. 


We have often emphasized that technical competence is overshadowed, in 
many cases, by the need for supervisory ability in modern industry. How much 
of a selling point is thirty years’ experience operating every type of plating solu- 
tion and maintaining them by chemical analysis, to an employer who has a 
large zinc plating department and wants to know if the applicant can handle a 
crew of tank men, rackers, inspectors, and packers, many of them on an incentive 


.” system? Can he efficiently schedule production, keep required records, give clear 
ng instructions? Can he promote morale? 

f In this booklet, the supervisor will find, for an investment of only twenty- 
five cents, all the criteria which define the qualified man. He can then analyze 
his own qualifications, compare them to learn where he is weak, and take the 

;a OG proper steps to improve himself in these respects. He will know what the em- 

at- ployer wants and will be able to effectively present his own case. As the authors’ 

he aptly put it, “We have left behind the stage where it was assumed that all the 

et OB supervisor needed was technical competence and have also gone beyond the 

a point at which the earlier approach was deemed completely in error and total 

es emphasis placed on human relations ability. We now know that for many jobs 

tic ff the supervisor has to be a specialist in human relations and a technical expert 
as well.” 

at- 

rit, 

in- 

ng 

re- 

ids 

of 

57 MM METAL FINISHING, May, 1957 47 


\ 
ip 
if 
ig | 
| 


Barrel Finishing How and When Use 


By Lester F, Spencer, Consultant, West Allis, Wis. 


INISHING operations on fabricated metal com- 

ponent parts embrace a wide variety of procedures: 
barrel finishing being a division within this group. 
However, a characteristic that is common to a large 
majority of operations within this group is that they 
are expensive and time consuming. This is due to the 
relatively large amount of manual labor that is re- 
quired for the removal of edge roughness, burrs, ex- 
cess metal and various types of surface irregularities. 
One logical approach to this problem is to handle the 
work in bulk rather than on an individual basis and, 
on this basis, barrel technique has always been an 
attractive finishing procedure since it lends itself 
readily to bulk loading. In addition, due to the recent 
advancements that have been made in this field, the 
application has been extended to component parts 
that range from small symmetrical shapes to relatively 
large parts that are of complicated design. 


Barrel finishing of metal parts in the present indus- 
trial world has taken tremendous strides as compared 
to procedures that have been used in years past; these 
advancements being achieved through the media of 
research, experimentation, and application of equip- 
ment design, finishing materials, and procedures. 


Photos courtesy Almco Div., Queen Stove Works, Inc. 


Where full advantage is taken of modern barrel finish- 
ing technique, impressive cost reductions, increased 
productivity and improved product is usually realized 
regardless whether the manufacturer be large or small. 
The table indicates examples where cost reductions 
have been realized. A large variety of parts, involving 
metal stampings, die cast components, machined parts 
and even assemblies can be processed to rigid specifi- 
cations. 

Barrel finishing operations can be effectively used 
in the roughest form for the removal of sand, “skin,” 
and fins from castings, and scale from forgings: this 
process frequently being referred to as barrel tumbling 
when using the accepted terminology. A more con- 
trolled operation, which is usually termed rolling and 
may be separated into sub-divisions according to the 
specific operation, may be used in the removal of 
flash and burrs, wire edges, pits, scale and rust accumu- 
lations, rough spots; or, stock removal to obtain a 
uniform surface condition. Thus, the term “debur- 
ring’ is used where the intended purpose is the re- 
moval of burrs and light flash projections: “cutting” 
or “cutting down” is the term used for operations 
where surface improvement of surface is the intended 
purpose; and, “burnishing” refers to an operation 
where there is very little metal removal; however. the 
parts obtain a high luster finish. 


Examples of Cost Reduction by the Use of Barrel Finishing* 


Previous Cost Per Piece Cost 
Part Type Method Previous Barrel Saving 
Used Method Method 
Zinc Die Cast Parts: Business Machines - Wheel Deburring $ 0.018 $ 0.00017 99.1 
Brass Trim: Plumbing Fixtures - Polishing Lathes 0.0204 0.00109 94.7 
Bronze Bearing Wear Plates - Sand Paper _ 0.0831 0.0323 61.1 
Gears ine Hand Filing 0.398 0.0635 84.0 
Portable Electric Tools, Parts Belt Grinding 0.0453 0.0024 94.7 
Roller Bearing Parts Hand Filing 0.40 0.03 92.5 
Aluminum & Zine Die Castings _Filing 0.00315 0.00013 95.9 
Screw Machine Parts Belt Sanding 0.00435 0.00011 97.4 
Fine Pitch Gears _Wire Brush 0.01 0.0002 98.0 
Stainless Steel Parts: Aircraft Wire Brush - 0.06 0.01 83.3 
Bench Grinder 

Hardware Buffing 0.023 0.0017 92.6 
Medical Instruments Polishing 0.0425 0.0005 98.8 
Seales & Food Machines _Belt Grinding 0.0045 0.000075 98.3 
Component Parts; Dairy __Belt Sanding 0.0137 0.0021 84.7 
Instrument Parts, Aircraft . __Hand Filing 0.08 0.01 87.5 
Shoe Repair Machine Parts . __Grinding Wheel . 0.049 0.0093 81.0 
Oil Burner Parts — _Bufhing __ 1.80 0.90 50.0 
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Fig. 1. 


Improvement in surface finish of cast parts.” 


In the event that rigid standards as to finish or 
contour are required, as is exemplified by many com- 
ponent parts used in the aircraft industry, a_pre- 
cision barrel finishing method will effectively blend 
in chamfers and form radii, or will round off corners 
or sharp edges to any pre-determined value. In addi- 
tion, considerable surface finish improvement accom- 
panied by excellent color is obtained with respect to 
micro-inch finish: an operation such as this will per- 
mit the production of parts of from three to seven 
micro-inch surfaces and, when specified, a tolerance 
limit of plus or minus 0.0002” can be obtained on 
radii. 


There are a number of reports in the literature 
which cite the advantages of precision barrel finishing 
technique for the production of close tolerance work. 
Gray* has given three examples where this method is 
used for the finishing of component parts for auto- 
matic transmissions. In a specific instance, deburring 
operations are conducted on both precision machined 
parts and stampings where it was essential to have 
sharp edges and machines surfaces unaffected. One 
manufacturer, according to Anderson,” uses precision 
barrel finishing for several hundred different designs. 
totaling more than a million parts per week; the ma- 
terials being zinc, aluminum, and magnesium castings, 


Fig. 2. Brazed assembly which has been barrel finished. 
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along with a large variety of wrought steels. The weight 
of these parts range from one ounce to as much as 
15 pounds for individual parts. whereas, the dimen- 
sional range is from a fraction of an inch to as much 
as 24 inches. The parts processed ultimately go into 
carburetors, brakes, aircraft components and other 
products. Typical “before and after” illustrations on 
barrel finished parts are given in Figs. | to 3. Notice 
that the item illustrated in Fig. 2 is a brazed assembly. 

Of particular interest is the hardened gear that is 
illustrated in Fig. 3: the parts being tumbled io re- 
move both scale and burrs and also to form a 0.015” 
radius. The details of finishing. as given by Gray are 
as follows: (a) horizontal. octagonal type. lined 
barrels were used: the size of each compartment being 
28 inches in length and 30 inches in diameter; (b) 
aluminum oxide tumbling abrasive was used: the 
roughing operation required 600 lbs. #2-T and 300 Ibs. 
of #8-T per compartment, whereas, the finishing opera- 
tion required 800 lbs. of #14-T abrasive: (c¢) in 
roughing. the water level was about 3 inches below 


Fig. 3. Hardened gear tumbled to remove scale and to form 
0.015” radius. 


the charge, a 12 r.p.m. barrelsspeed was used, ihe 
time was one hour and an acid type soluble cleaner 
was used; and, (d) in finishing, the water level was 
maintained 10 inches above the charge, an 8 r.p.m. 
barrel was used, the time was 15 minutes and 2 lbs. 


of a suitable cleaner were used. 


Variables to be Considered 


In any discussion of barrel finishing, consideration 
of those variables which have an influence on this 
method is invaluable. Thus, as in other industrial 
processes, a knowledge on the influence of these 
variables on the quality and efficiency factors, as well 
as methods developed to control these variables, will 
permit both dependability and reproducibility. For 
the purpose of this discussion, the variables under con- 
sideration can be divided into two groups, the first 
dealing with the physical aspect of materials and equip- 
ment while the second group includes those variables 
which are under control of the operator. In the first 
category, which can be termed “parts” variables, the 
following factors should be considered: 

(1) the size and shape of the part along with due 
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consideration of recesses, angles, slots. holes, intri- 
cate contours, and blind holes. This factor will in- 
fluence the selection of the abrasive grain size which 
will reach all areas without wedging of the grain into 
the work, 

(2) the material type which would include both 
the hardness of the component parts and the base 
composition, i.e., whether it be zinc, copper, aluminum. 
magnesium, steel, etc. This factor will determine to 
some extent the procedure applicable, the selection of 
both the cleaner and abrasive type, and the barrel 
speed, 

(3) the size and location of the burrs or pro- 
trusions; this serving as a base in determining ihe 
time required for removal, 

(4) the finish that is specified in the blueprint; 
this will guide the operator in the selection of ihe 
abrasive grain size, the cleaner type and the barrel 
speed, 

(5) the production requirements which may _ in- 
fluence the equipment type, the procedure for econom- 
ical and quality production and, to some extent, the 
permissible work load. This latter factor is usually 
determined by experimentation for each part design. 
(6) the equipment available for performance of a 
given job. 

A few additional comments may be made on ihe 
size and location of burrs. Thus, normal and easily 
accessible burrs can be removed regardless whether 
they are hard or soft. However, it is generally conceded 
that a relatively hard burr, due to its inherent brittle- 
ness, is more readily removed. An interesting experi- 
ment in determining the relationship between the loca- 
tion of burrs and the time required for removal by 
the abrasive action realized during barrel finishing 
can be described. Steel strips, approximately 4 inches 
in length and 1 inch in width, were cut on a punch 
press which left the normal burr, These strips were 
then divided into three groups, one group which re- 
mained flat, the second group which had two 90 de- 
gree bends to form a “U” shaped section, and the 
third group which had four 90 degree bends io form 
a “C” shaped section. Each group was barrel finished 
under identical conditions;; the results obtained in- 
dicated that: (a) the flat shaped parts were com- 
pletely free from burrs in 45 minutes; (b) the “U” 
shaped parts required a two hour cycle for the re- 
moval of burrs; and, (c) the “C” shaped parts, where 
the burrs were more inaccessible, required eight hours 
before they were completely free from burrs. It should 
be remembered that barrel finishing techniques will 
not replace rough grinding operations in the removal 
of extra heavy burrs, or burrs in concealed or hard- 
to-reach places. 

The controllable variables, which would include 


speed of rotation of the barrel, height of the work — 


load, volume of water, processing time, and both 
abrasive and clearer type, would be dependent upon 
the type of part, its size and configuration, and the 
production requirements. 

However, before variables are considered in de- 
tail, let us consider the mechanical action that is 
realized during rotation of the barrel; the controlled 
abrasion being obtained by a sliding action of the 


TURNOVER POINT 
AT 40 RPM 
TURNOVER POINT 
AT 30 RPM 
= 
Ny, TURNOVER POINT 
AT 20 RPM 
be 
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SLIDING LAYER 


Directiot ° 


Fig. 4. Relationship of turnover point to barrel speed.” 


mass within the barrel. Thus, the principal of abrasion 
as defined by Webster’s dictionary is “to rub off or 
wear away. To explain this action in barrel finishing. 
the mechanical action is obtained by this previously 
mentioned sliding action inside the barrel, during 
which the weight of the mass, or work load, in con- 
junction with the properties of both the abrasive chips 
and finishing compounds, produces an abrading action 
which removes superfluous metal from the parts. As 
this action continues, there is a gradual wearing away 
of the unevenness of the metal’s skin until the desired 
micro-inch surface, or the desired radii, is obtained. 


The work load continually moves upward as _ the 
work rotates, up to a turnover point where the effect 
of gravity overcomes the tendency of the mass _ to 
stick together, so that the top layer slides, rather than 
falls, toward the lower part of the barrel. Although 
some abrading action occurs as the work load rises, 
it is estimated that 90 per cent of the grinding, de- 
burring, or burnishing action occurs during the slide. 
Because the parts and the media are freely moving 
within the barrel, the same amount of finishing action 
will occur on each part during any given period of 
time. It should be realized that the surface condition 
of the media and the shape of the work will also 
have a major bearing as to the amount of abrading 
action within the barrel. Thus, in an operation such as 
tumbling and rolling, the abrasive selected will realize 
efficient metal removal in proportion to its physical 
configuration and the retention of this configuration 
during the cycle. In ball burnishing, due to the smooth- 
ness of surface of the medium, metal removal will be 
at a minimum; however, the abrading material will 
perform a peening action to smooth out minute sur- 
face irregularities and also provide a luster to the 
processed parts. 


Early experimentation in barrel finishing deter- 
mined several constants which applied to all barrel 
finishing procedures. These constants included speed 
of rotation of the barrel and the height of the work 
load in relation to the amount of deburring and finish- 
ing action which occurred. The end view of a 30 
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inch barrel is given in Fig. 4 indicates that when the 
barrel speed, or r.p.m., is increased, the iurnover 
point of the mass also increases. High speeds raise 
turnover points too high, causing parts to drop rather 
than slide: this often resulting in damage to the 
parts, such as nicking. or part-on-part impingement. 
The correct speed, which frequently is determined by 
experimentation for a specific set of conditions, is 
that which produces the longest slide possible to ob- 
tain the desired results in the shortest time cycle and. 
therefore, the highest production rate. Barrel equip- 
ment is usually provided with variable speed drives 
ranging from 6 to 30 r.p.m.. Anderson employing a 
speed range of from 12 to 21 r.p.m. with the slower 
speeds used on the larger diameter barrels. 


The usual recommendation given as to work load, 
which is the combined load of parts and medium. is 
approximately 50 to 60 per cent to realize the most 
effective abrading action. This range of values. which 
may vary as indicated due to the influence of other 
variables, will permit the longest slide and. thus. ob- 
tain the maximum effective abrading action without 
producing damage to the parts processed. Of interest 
is a test program that has been reported on ihe 
determination of the relationship between work load 
and the efficiency obtained in a deburring action. In 
six tests that were performed, the same number of 
unhardened steel parts were processed in an identical 
manner, with the exception that the load height, or 
capacity, was varied from 20 to 75 per cent: the 
increase was obtained by the addition of abrasive 
chips. Each load completed a four hour cycle and the 
radii of four exposed edges were measured: these 
radii measurements were taken before and after the 
processing and the difference indicating the amount 
of abrading action that had taken place. The results 
of these tests were: (a) the 20 per cent load height 
indicated a loss of 0.0083”; (b) the 30 per cent load 
height showed a difference of 0.0088”; (d) the 50 per 
cent load height showed a difference of 0.0092”: (e) 
the load height of 60 per cent showed a difference of 
0.0081”: and, (f) the 75 per cent load height showed 
a value of 0.0073”. On the basis of these results, the 
conclusion was that the 50 per cent load height is 


Fig. 5. An “in line” system for submerged finishing. 
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optimum under the specific conditions of the iest 
program. 

The cutting action obtained in the wet process of 
barrel finishing is influenced by the amount of water 
that is present within the barrel load. Nermally, where 
maximum cutting action is desired, the amount of 
water should be sufficient to form a paste of medium 
to heavy consistency.® Other recommendations* are 
that the water level be about 3 or 4 inches below ihe 
mass of the parts and media. If too dry, ihe abrasive 
may stick to and coat the work material and interior 
of the barrel and thus prevent the desired action. On 
the other hand, increasing the water level would tend 
to slow the cutting action: however, the finish would 
be finer than that produced with less water. 


The processing time will depend upon the results 
desired and the influence of those factors of shape. 
size, weight. contour, hardness, and type of material 
to be barrel finished. Thus, brass and bronze castings 
may require 10 to 15 hours processing time: malleable 
iron castings from 30 to 40 hours; and, for gray iron 
castings, from 70 to 80 hours. Anderson found a iime 
cycle of from 20 minutes to 2 hours for deburring 
zinc, aluminum, and magnesium castings. and a iime 
cycle varying from | to 12 hours for wrought steel. 
For stamping and automatic screw machine parts. it 
lias heen stated® that the variation in time may be 
broad; the limits being from 1 to 100 hours depend- 
ing upon the quality of the stock and the extent of die 
marks, scoring, and rough edges obtained during the 
machining operation. Usually, when an operation such 
as deburring is performed, it may be necessary for 
the cycle to be interrupted from time to time to per- 
mit observation of the progress that has been made. 


One of the more important variables in barrel fin- 
ishing is the abrasive medium. along with the optimum 
amount required for the specific operation and the 
size of the abrasive particles. In the early days of 
barrel finishing very little thought was given to the 
importance of this variable. Frequently, the rough 
work pieces were placed in the barrel with almost 
anything that was handy, broken grinding wheels, cast 
iron slugs. or broken stones: the mass being rotated 
until the part felt smooth to the touch. Peening over 
of sharp edges rather than removal of metal often 
resulted, while the control of dimensions was vir- 
tually unattainable. 

The abrasive types that may be employed would 
include the natural media such as sand, pumice, 
quartz, flint sea sand, agate. granite. and limestone: 
the manufactured media such as silicon carbide and 
aluminum oxide; and, the metallic media such as 
highly polished and case hardened steel _ balls. 
The effectiveness of the abrasive is dependent 
upon particle size, hardness. and sharpness: the choice 
being made on the basis of maximum cutting effi- 
ciency, deburring action, etc.. which will mean mini- 
mum rolling time. As to application, an abrasive such 
and pumice is sharp but relatively light and soft, which 
makes it applicable for brass and soft metals. Emery, 
aluminum oxide and silicon carbide, on the other 
hand, which are extremely hard, are resistant to frac- 
ture, and have excellent cutting ability, would be the 
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Fig. 6. Fixture for 100 electric drill gun housings. 


preferred abrasives for rapid cutting of the hard 
metals, A point to remember on the cutting ability of 
a media is that this factor is controlled by the main- 
tenance of a sharp cutting surface of the abrasive 
during barrel finishing rather than the initial hardness 
of the material. An example of this fact is the in- 
ability of steel balls, which have a relatively high 
hardness since they are case hardened, to effect any 
cutting action even on the softer materials such as 
zinc, aluminum, and magnesium. On the other hand, 
limestone, which is relatively soft but retains a sur- 
face condition amendable to a cutting operation. will 
remove comparatively hard metals. 

Natural minerals, which include sand, agate, quartz. 
flint and granite, have been used to a large extent as 
an abrasive medium since prior to World War II. 
Sand, agate, quartz, and flint are chemically inert. 
which permits their use with either alkaline or acid 
type compounds; these minerals being quite hard. 
exhibiting a value of about seven on the Moh’s scale. 
The hardness of granite will vary in accordance with 
its composition; however, it has served satisfactorily 
as a cutting medium upon proper selection. The size 
chosen is usually that capable of cutting rapidly, suf- 
ficiently large to prevent lodging in holes or recesses. 
and yet small enough to reach all edges to be burred. 
Limestone is also used to a considerable extent: how- 
ever, it has one disadvantage in that it reacts with 
acids and affects soap-base compounds. Due to the 
rapid break-down of the material during barrel opera- 
tion, it is used for light cutting and coloring opera- 
tions. 

The synthetic medium, aluminum oxide, is charac- 
teristically hard, strong and tough; its relatively high 
weight of 125 lbs. per cubic foot provides the effective 
pressure of the abrasive on the work. This combined 
pressure and cutting quality will assure fast cutting 
action. Aluminum oxide is available in processed form 
in ten different grit sizes ranging from 11% to 2 inches 
(#00-T) to approximately inches (#12-T). The 
coarses sizes (*00-T to #3-T) are usually employed 
in rapid deburring, the removal of flash, heat treat 
scale or tool marks, the forming of radii, and for 


surface finishing. Grit sizes 4-T and finer are used 
for processing relatively small parts and for the im- 
provement of fine surface finishes. They are sometimes 
mixed with a larger grit size to reach otherwise in- 
accessible area. In the forming of radii, it should be 
remembered that the coarser grit will cut faster and 
will produce the larger radii and, consequently, radii 
of decreasing dimensions require the finer grits. 

An advantage in the use of aluminum oxide as an 
abrasive medium is the retention of the sharp cutting 
edges which result in a relatively longer life than that 
experienced with other natural mineral media. How- 
ever, if this compound is used for burnishing opera- 
tions, it may become loaded; this being remedied* 
and restored to original sharpness with a 3 minute 
run with a small amount of the proper detergent at 
high water level. Bonded shapes are also available 
and are used in applications where wedging is a 
problem or where extremely fast cutting is desired. 
This latter effect is due to the flat surfaces which 
permit almost twice as high a cutting rate as ihat 
obtained with fused chips; however, faster breakdown 
is also realized. In addition, these shapes cannot be 
used with satisfaction for coloring and burnishing. 
since they usually produce a matte finish. 

Hard, bright steel balls have been used for years 
in an operation termed burnishing; the operation 
varying from 15 minutes to 3 hours. The use of vari- 
ous sieel shapes is also employed to assure burnishing 
action in various recesses, Burnishing, which normally 
has no cutting or abrading action, will develop a high 
luster finish which is frequently suitable for a base 
for electroplating. However, an essential pre-requisite 
is that the balls be in perfect condition; thus, pitted 
balls will deteriorate rapidly, and balls. even with fine 
fire cracks. may break under the pressures generated 


Fig. 7. Mounting of stainless steel channels; 64 units in two 


compartments. 
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during burnishing and produce deep scratches on the 
work pieces. In order to keep burnishing balls in 
perfect condition, it is recommended that they be 
stored in a solution that has a pH of 9.5 or over: 
this can be realized by the use of a dilute solution of 
soap. soda. or other alkali. Zine slugs have also been 
used: the material being sufficiently heavy for use 
with steel or iron parts and not too heavy for brass 
or bronze coatings. Apparently, cutting can be realized‘ 
with the addition of zine slugs and an abrasive such 
as natural emery. 

The abrasive employed, along with its shape and 
size. will vary with the shape of the part and the 
finishing operation desired. It should be of sufficient 
quantity so that all recesses, fillets, angles, and slots 
are reached without obtaining an objectionable wedg- 
ing action. The normal ratio of abrasive chips to work 
parts is 3 to 1. Where a less exacting finish is accept- 
able. a 2 to | ratio is adequate and, in the event ihat 
close tolerances and fine finishes are required or. 
where recessed burrs are to be removed, the ratio 
may be as high as 6 to 1. Chip size is also another 
factor to consider. Where all other factors are equal. 
the larger chip will realize faster cutting, whereas, 
the finer chip sizes will permit better surface finishes. 

In precision barrel finishing, the liquid carrier 
usually contains chemicals: the composition used to 
obtain a desired finish being dependent on the part 
type. the metal, and the operation to be performed. 
The composition of these additives, which may vary 
in acidity and alkalinity to perform proper lubricat- 
ing. rinsing. deburring, descaling, grinding, and color- 
ing of parts, are usually closely guarded secrets. How- 
ever. they should function! as a protective agent 
against corrosion, pitting and impregnation, hold ihe 
soil in suspension, keep the abrasive sharp and clean, 
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Fig. 8. Fixturing of stainless steel jet rotor compressor disc. 
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Fig. 9. 48 inch diameter jet aircraft engine support; fixture 
capable of loading six units. 


and be self rinsing. Thus, whenever ferrous parts are 
tumbled, a rust preventative is included in the cleaner 
to prevent rusting and pitting: where the water is 
hard, a softener is usually added. In the rolling of steel. 
small amounts of alkali or cyanide will improve color: 
cream of tartar or cyanide will perform the same 
function for copper base alloys. Roughing operations 
requires a non-lubricant cleaner whereas, in finishing 
operations, a lubricant type cleaner is used. 

In the separation of the work from the abrasive 
after barrel finishing is completed, hand screens are 
normally used where production is small. For high 
production, mechanical separation usually is em- 
ployed. In this method, the barrel load is dropped 
onto a conveyer belt at the end of which is a mag- 
netic pulley or other type of separator. This method 
of separation reduces the danger of nicking the finished 
parts by manual handling. After separation, the parts 
are thoroughly washed and dried. In addition, the 
abrasive should be checked periodically for size, since 
the grinding action within the barrel will eventually 
wear the grain down. Rescreening and separation ac- 
cording to grit size is recommended. 


Equipment 


The barrel type along with the physical dimensions 
of the equipment are usually selected on the basis 
of recommendations which are determined through 
sampling processing and an analysis of the production 
requirements. Although details of the standard barrel 
types will not be given, the following comments may 
be of value, thus: 

(1) The oblique barrel and its modifications have 
the advantage in rapidity of loading and un- 
loading of parts: the ability to inspect progress 
of work in progress; and the ability to tilt the 
barrel proper and thus change its elliptical 
motion. A disadvantage is that this barrel de- 
sign is a low pressure unit and thus confined 
to relatively light loads. 

(2) The horizontal barrel design is most widely 
used in industry and ranges in size from 8 to 
18 inches in diameter, and from 10 pounds to 
several tons as to load capacity. In addition, 
there are a number of modified designs which 


i 


7 | 
| =| | | 
4 
% 
| 
‘3 
) 
53 


make them applicable to a large variety of 

work. They must be frequently vented in order 

to release any built up pressure, and the cover 

must be removed in order to inspect the work. 
(3) Both the end loading horizontal and the bottle 
neck barrel design have the limitation that they 
are end supported. The former type is adapt- 
able for the finishing of odd shapes whereas 
the latter type. which has the advantage of the 
oblique barrel in that it can be tilted at any 
angle to obtain variation of elliptical motion, is 
suitable for applications where a large amount 
of cutting is to be performed and the solution 
must be changed more frequently than in hori- 
zontal barrel design. 


In a standard barrel finishing machine, the barrel 
contains the work parts, the compounds, abrasive 
media, and a liquid. Each load or cycle is an operation 
in itself, requiring loading, unloading, rinsing or 
flushing, draining, compound replacement, etc. How- 
ever, in a modification of barrel finishing technique 
using a barrel design of the horizontal type, the pro- 
cess described above may be streamlined. Thus, in 
submerged finishing operations, a typical installation. 
which is illustrated in Fig. 5, consists of several 
stations which are in reality open end tanks that con- 
tain the correct formulation for specific operations. 
Into this tank, a perforated barrel or drum is sub- 
merged, containing both parts to be processed and 
abrasive media, and rotated for a specified time pe- 
riod. Upon completion of the cycle, the drum is 
raised by means of an overhead hoist installation and, 
after dwelling above the tank for proper drainage, 
it is moved over to the next tank or station where the 
succeeding operation is performed, and so on. Thus, 
tanks, along with formulated compounds and solutions 
can be arranged so that a series of operations can be 
performed in sequence, the barrel load and abrasive 
media staying intact until the last operation is com- 
pleted. 

This automatic method of handling, which can be 
divided into “In Line” or “Skip Station” system, can 
be used where high production is the rule rather than 
the exception. An example of the “In Line” system 
is given in Fig. 5; this unit consisting of two 9 
station submerged lines. Each line is serviced by auto- 
matic working beams that index 9 barrels every 15 
minutes from station to station during the processing 
cycle. The entire time cycle is 2 hours and 15 minutes; 
the barrel size is 22 by 28 inches; 400 parts are 
loaded, and a total of 3200 parts are barrel finished 
per hour. The operations performed are descaling, de- 


burring, grinding, burnishing, rinsing, and rust  in- 
hibiting, in the proper sequence. 


The “Skip Station” system, which resembles a 
merry-go-round, is also adaptable for automatic pro- 
gramming. To illustrate the performance, let us con- 
sider the problem of obtaining burr free. low micro- 
inch surface and minimum radii of plus or minus 
0.0005” on machined, centerless ground metal parts. 
A 10 station system was installed allowing loading 
and unloading of a barrel every 412 minutes; the 
stations including loading and unloading, a station 
for cleaning and degreasing, 6 stations for grinding 
and deburring, a clear water rinse tank. and a rust 
inhibiting tank. The parts are placed on a conveyor 
system and magnetic separation used to separate the 
work pieces from the abrasive media. The media is 
then screened. Total over-all cycle is 40'2 minutes 
while the total barrel loads processed per hour are 
a little over 13. 


Large or intricate parts, formerly thought to be im- 
possible to finish other than manual methods, can 
now be processed using fixtures that are designed so 
that a maximum number of parts can be mounted and 
finished simultaneously in standard barrel equipment. 
Special holding devices can be used so that none of the 
parts’ surfaces are shielded from the free flow of 
media during processing. Thus, in the installation il- 
lustrated in Fig. 6, 100 electric drill gun housing 
assemblies are mounted on simple holding posts. Fig. 
7 illustrates the mounting of stainless steel channels 
in a vertical position; 64 units being in two compart- 


ments: Fig. 8 illustrates the mounting of a stainless 


steel jet rotor compressor disk, 7 units obtained in 
one loading: and, Fig. 9 illustrates the method of 
support of a 48 inch diameter jet aircraft engine sup- 


port in which 6 units are obtained per loading. 
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Surface Treatment and Finishing Light Metals 


Part XIl-E. Plating on Aluminum - Hard Chromium and Non-Electrolytic Deposits 


By S. Wernick, Ph.D., M.Sc., FRC, FILM. and R. Pinner, B.Sc. 


Hit? chromium plating of aluminum has been prac- 
ticed for some years, principally on such compo- 
nents as cylinders, pistons and bearings and brake 
drums, and this method of producing hard, wear-resis- 
tant and, in some cases, oil-retaining surfaces has con- 
siderably advanced the use of aluminum alloys for 
many industrial and engineering applications. How- 
ever. no components should be hard-chromium plated 
which are subjected to impact or shock in service due 
to the softness of the aluminum substrate. Table | 
shows some of the properties of aluminum alloys com- 
pared with the hard-chromium deposit. 


TABLE I 


Properties of Aluminum Alloys and of the 
Hard Chromium Deposit Compared 


Hard chromium 


Aluminum 
alloy deposit 
Hardness (Brinell) 50 to 150 800 to 1,000 
Wear resistance Fair to good Excellent 


Oil adhesion and wet- 


tability Fair Low on smooth 
surface 
Better on rough 
surface 
Coeff. of friction Medium Low 
Reflectivity Medium (due Good 
to oxidation) 
Heat conductivity (Cal. 0.20 to 0.40 Approx. 0.10 
per cm. per °C. per 
sec.) 
Melting point, °C. 530 to 630 1,765 
Coeff. of expansion 


18 to 24 7—8 


The corrosion resistance of the hard chromium 
plated aluminum alloy is generally good and this is an 
important factor in the life of cylinders, particularly 
under conditions where sulphuric acid may be formed. 
As the coefficient of expansion of aluminum is approxi- 
mately three times that of chromium, heating of hard 
chromium plated aluminum parts will cause cracking 
of the deposit; this, however, is not detrimental to the 
adhesion. On the contrary, the mosaic crack structure 
produced ensures that no stress is present in the coating 
which could cause exfoliation in service. 


In general the pretreatment used in hard chromium 
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plating of aluminum today makes use of chemical etch- 
ing. often with solutions containing heavy metal salts. 
Attempts to prepare the surface by abrasive blasting 
have usually been somewhat less successful. 


Chemical Etching 


Several methods which have been developed by 
means of which aluminum is plated directly after chem- 
ical etching have been discussed previously. Among 
those which have been suggested for use prior to hard 
chromium plating are 10 per cent caustic soda used at 
50°C. and acid nickel chloride. cuprous chloride and 
manganous chloride solutions. 


NICKEL CHLORIDE SOLUTION: 


In a process described by Beerwald' the parts are 
first etched in 10 per cent caustic soda solution at 60 
C., rinsed in cold water, then dipped in concentrated 
nitric acid, rinsed and immersed in a saturated solu- 
tion of nickel chloride containing hydrofluoric acid or 
boric acid as addition agent. The parts are then rinsed 
and the nickel deposit is removed in nitric acid, after 
which the parts are rinsed and transferred to the chro- 
mium plating bath as soon as possible. 


In a similar German process* treatment in the nickel 
solution is followed by copper, iron, or brass deposi- 
tion and subsequent dissolution of the coating by 1 to 
2 seconds anodic treatment in the chromium plating 
solution. A similar solution, containing nickel chloride, 
hydrofluoric and boric acids has been described by 
Patrie.* 


MANGANOUS CHLORIDE SOLUTION: 


As an alternative to the nickel chloride bath de- 
scribed above, Patrie? found that better results were 
obtained on forgings and rolled products when using a 
solution containing: 

Hydrofluoric acid (22° Bé) 
Manganous sulphate - 


50 per cent (vol.) 

2 to 3 oz. per gal. 
None of the above solutions, however, are suitable 

for use with copper-containing alloys. 


ZINC SOLUTIONS: 


The use of the zincate process is sometimes applied 
to hard chromium plating. Thus, in the process de- 
scribed by Mall,* the parts are first polished to a high 
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Fig. 1. Hard chromium coating on aluminum without after-treat- 
ment. The crack-structure is clearly visible. (X200) 


finish. degreased, etched in an alkali solution, rinsed. 
and dipped in an alkaline sodium zincate solution. Sub- 
sequently, the parts are rinsed and transferred to the 
chromium plating solution where the zinc is dissolved 
before the current is applied. There is some evidence 
that the use of the double zincate treatment is generally 
preferable to a single zincate immersion in preparing 
aluminum alloys for hard chromium plating. 


As is seen, most of the methods employ a heavy metal 
salt solution. Two reasons for this have been stated to 
be: (i) the formation of a large number of small elec- 
trolytic couples as the heavy metal is deposited on the 
aluminum, which leads to better etching: (ii) the pro- 
tection of the metal from oxidation after etching and 
before plating by the heavy metal deposit. It is interest- 
ing, however. to note that in the zincate treatment as 
commonly practiced in decorative plating of aluminum, 
it has been found that dissolution of the first zinc de- 
posit and redeposition of a second coating gives a 
denser coating containing a larger number of smaller 
grains which add to the adhesion of the fine coating. 


Another process worth mentioning is that of Raub® 
who used a ferrous chloride pickle followed by chro- 
mium plating at reduced temperature and high current 
density (30°C., 370 amp./sq. ft.) This method gave 
deposits of rather low hardness values, i.e., 550 to 650 
V.P.N. Hardnesses up to 700 to 1,000 V.P.N. were 
obtained by raising the temperature of 40° to 55°C. 


The hard chromium plating of copper-containing 
alloys such as those of the duralumin type is usually 
more difficult than that of aluminum or the magnesium- 
and ‘or silicon-containing alloys. However, these alloys, 
too, have been successfully hard-chromium plated by 
the etching technique.® while in another process, drum 
castings have been plated with 2 to 3 mil hard chro- 
mium over an 8 mil nickel undercoating,’ in some cases 


by first applying a zinc deposit in the alkali zincate: 


solution, followed by dissolving the coating in nitric- 
hydrofluoric acid solution and direct chromium plat- 
ing.” 


Chromium Plating 


After preparation of the surface, the chromium plat- 
ing operation does not differ essentially from that used 


on other metals and described elsewhere adequately.* 
The most usual solution is one containing: 


Chromic acid 250 g. 1. 
Sulphuric acid > 
operated at 300 to 500 amp. per sq. ft. at 4 to & volts, 

giving deposits of 1,000 V.P.N. hardness. 


ALUMINUM CYLINDERS: 


Engine cylinders are one of the most common alum- 
inum components to be hard chromium plated. The 
use of such cylinders rests on the light weight with 
good heat conductivity of the light metal coupled with 
the wear resistance of a hard chromium deposit of up 
to 6 mil thickness. 

According to Meyer-Rassler® a 7 per cent higher 
efficiency is obtained over cast iron while, in addition, 
the fuel consumption is reduced at the lower operating 
temperature of the cylinder. According to this author 
the wear of a chromium plated cylinder averages ap- 
proximately 0.2 mil in 6,250 miles with greatly re- 
duced wear of the piston rings as compared with cast 
iron. In Germany, the performance of these cylinders 
in the motor, aircraft and motorcycle industries has 
been described in a number of publications.’ '* heat- 
resistant cylinder alloys of the aluminum-silicon and 
aluminum-copper-nickel type being used for stampings 
while cast cylinders are made of aluminum-silicon-cop- 
per and aluminum-magnesium alloys. Similar applica- 
tions have been described in the U.S.A. by Mall* at the 
Mall-Tool Co., Chicago. 

In practice the cylinder bore is mechanically ground 
and polished, cleaned in alkali and pretreated as de- 
scribed above. The cylinder is placed into a fixture in 
which the round anode is exactly concentric to obtain 
a uniform electrode distance. As cylinders vary in di- 
ameter and length, it is usually necessary, however, to 
proceed by trial and error with each new type in order 
to find the optimum plating conditions. Edges should 
be rounded to avoid build-up of the deposit and give a 
dense plate. 


Porous CuHromiuM Deposits: 


Porous chromium deposits can be obtained for appli- 
cations where oil retention is required.* In addition to 
such chemical and electrolytic etching methods. depres- 
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Fig. 2. Cross-section through the surface of a chromium-plated 
aluminum-alloy cylinder after service, showing the oil-retaining 
channels.” (X200) 
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Fig. 3. Micrograph showing aluminum alloy cylinder after chemical 

etching and hard chromium plating. The lower part shows the alum- 

inum alloy; the chromium is in the center; the upper layer is the 
mount.~ 


sions can be obtained mechanically betuce plating. par- 
ticularly for pressed aluminum cylinders. The depres- 
sions are applied by a pressing technique after which 
the surface is rough turred and lightly honed before 
chromium plating. 

The chromium deposit should not be applied more 
than approximately 0.2 mil oversize and it is important 
therefore to pay strict attention to the arrangement of 
cylinders and anodes in the plating bath. According to 
Meyer-Rassler.” series production is best carried out by 
placing the cylinders end to end with gaps of only 0.1 
mil. 

Stripping of the chromium deposit from rejects or 
repair work is carried out by anodic treatment in 
chromic-sulphuric acid solution which does not attack 
the aluminum to any extent if the cylinder is removed 
without undue delay. Before re-plating, the cylinder 
bore is re-ground. 

A number of other applications of hard chromium 
plating of aluminum have been proposed, among them 
the treatment of the bearing surface of aluminum pis- 
tons (in which case the cylinder itself would not be 
plated). parts of the pistons exposed to high tempera- 
tures,'” piston-rings. nuts and aluminum brake-drums. 
aluminum water taps and miscellaneous other compo- 
nents. 

There are two complementary processes to hard 
chromium plating for some of the applications de- 
scribed. One of these, hard anodizing, has been de- 
scribed previously while the other, the application of 
ferrous and hard facing metals by metal spraying, is 
discussed in an earlier section. For aluminum cylinders 
of motor-bicycle engines a process involving lead plat- 
ing. tin plating and graphiting has recently been devel- 
oped in Italy.'® 
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Tin Immersion Deposits 


Tin is deposited on aluminum for two main pur- 
poses: to facilitate soldering and for its lubricating 
properties. e.g.. on piston and engine components. 

While tin can be electrodeposited on aluminum after 
suitable surface preparation. e.g.. by the zincate. Vogt, 
or anodic oxidation processes. recent work has estab- 
lished that adequate tin immersion deposits can be pro- 
duced for some purposes at relatively much greater 
economy. 

A number of processes have been proposed for this 
purpose. including deposition from solutions of stan- 
nous chloride with and without ammonium alum or 
sodium hydroxide'*:'* and Rochelle salt'’: from  so- 
dium stannate solution*® and from stannous  sul- 
phate-fluoride solution.* Of these. the alkaline stannate 
bath. the neutral chloride-tartrate bath. and the fluoride 
bath are the most interesting. 


STANNATE SOLUTIONS: 


The stannate solution is in use in America for plat- 
ing tin on aluminum pistons.*" °° In England it has 
been described by Hoare.** and more recently has been 
the subject of investigation by Bryan." 


A typical plating sequence using the stannate bath is 
as follows:'® 


Degrease : 

Etch at room temperature in sodium hydroxide, 
50 g./l. for 5 minutes: 

Rinse : 

Etch in 60‘. phosphoric acid (d. 1.75) - 40% 
nitric acid (d. 1.42) (vol.) at 60° to 65°C. 
for 5 minutes: 

Rinse: 

Plate in 100 g./l. sodium or potassium stannate 
solution at 55°C. for 1 minute. 

According to Bryan, slightly brighter and more ad- 
herent deposits are obtained by using potassium stan- 
nate in place of the sodium salt. 


Effect of Free Alkali: 


In operation the pH of the bath increases and this 
adversely affects the adhesion of the deposit. Immer- 
sion times must then be shortened. As no buffer will 
operate at the high pH encountered (pH 12 to 13), 
attempts have been made to add compounds to coun- 
teract the acidity directly or to act as corrosion inhibi- 
tors. The addition of ammonium sulphate, which liber- 
ates sulphuric acid in the solution during the deposi- 
tion (ammonium is evolved), was partially successful 
in improving the adhesion but gave a bronze-colored 
deposit. Similar results were obtained by direct addi- 
tion of sulphuric acid to maintain the pH at 12.1. 

Bryan found that at higher potassium-stannate con- 
centrations, i.e. above 0.67N (approximately 200 g./I.), 
the solution has a pH of 12.47 and no preliminary acid 
etch is required to obtain satisfactory adhesion. Equi- 
valent solutions of sodium stannate gave slightly infer- 
ior results. 


Addition Agents: 


Of several addition agents tested in the potassium 
stannate solution, potassium dihydrogen phosphate and 
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a combination of zine acetate and m-cresol-sulphonic 
acid have given some improvement. In this way, good 
deposits have been obtained by etching in 50 g./1. 
sodium hydroxide solution for 1 minute at 75°C., etch- 
ing in cold 50% (vol.) nitric acid for 1 minute, rins- 
ing and plating for 5 to 10 minutes in a solution con- 


taining: 
. 
Potassium stannate 200 g./1. 
Potassium dihydrogen 
phosphate 100 


for 5 to 10 minutes at 60°C. Small additions of potas- 
sium dihydrogen phosphate are made during use. 

The most promising solution using the second type 
of addition agent contained: 


Potassium stannate 100 g./1. 
Zine acetate 
m-cresolsulphonic acid 33 


This solution, used at the normal operating condi- 
tions for 2 minutes plating time, eliminated the need 
for an acid etch, was somewhat more stable than the 
plain stannate bath, and gave deposits with better adhe- 
sion which could be polished easily to a bright. reflect- 
ing finish. 


The thickness of deposits obtained in this way varies 
from about 0.945 to 0.055 mil, the thinner deposits be- 
ing obtained on polished aluminum. The life of the 
solution is approximately 30 sq. ft. per gallon. 


STANNOUS CHLORIDE SOLUTION: 


The pure stannous ion solutions are not satisfactory 
for plating on aluminum. Somewhat better results are 
obtained using chloride rather than sulphate solutions 
but, to obtain smooth deposits without pitting, addi- 
tion agents are essential and the pH of the solution 
must be increased to near neutrality. 

A solution which has been stated to give smooth de- 
posits 0.2 mil thick and with an adhesion of 1.5 tons 
per sq. in. contains: 


Stannous chloride — 100 g./I. 
Rochelle salt - 325, 200.” 
Hydrolyzed glue 
Sodium hydroxide - Added to pH 7.0 to 
7.5 (approx. 25 g./l.) 


This solution is operated at 70°C. for 4 minutes. Prior 
to plating, the aluminum is etched in 50 g./Il. sodium 
hydroxide solution containing a wetting agent for 5 
minutes at room temperature, after which it is etched 
in an acid solution. A suitable acid etch given by Bryan 
contains: 


Hydrochloric acid (cone.) — 
Trichloracetic acid (melted crystals) 
Phosphoric acid (d. 1.75) 250” 
Lactic acid (d. 1.21) —.- 


The time of etching is fairly critical; 1 minute at 
75°C. gives the best results, shorter etching giving pits 
and longer etching, rough deposits. 

Immersion tin plating has been proposed as a base 
for electrodeposition by Suchy'* who used a solution 
containing 10 g./l. stannous chloride. After immersion, 
the aluminum was heated to 500° to 600°C. for 5 min- 


utes. causing the tin to diffuse and form a tin-rich sur- 
face layer. 


STANNOUS SULPHATE-FLUORIDE SOLUTION: 

This solution, developed by Heiman,*! in many ways 
appears one of the most promising. A typical solution 
used on commercial aluminum contains: 


Stannous sulphate (Sn50,) 161.1 


Hydrofluorie acid (48‘, ) 70.0 
Hydrolyzed glue 1.0 
Goulac 0.2 
Purified residue acid 1.3 ml. 
pH 0.2 to 1.0 


The hydrolyzed glue is prepared by boiling with 
caustic soda solution in a reflux condenser and acid- 
ifying with sulphuric acid. Goulac is a sulphite paper 
pulp waste containing lignin sulphonates. The purified 
residue acid is a mixture of high-boiling coal-tar phen- 
ols with a distillation range: Initial boiling point 102° : 
5% = 212°; 50% = 235°; End point = 90% 276°C. 

The working temperature of this solution is 25°C. 
and the time of immersion varies from 5 to 10 seconds. 
Fairly vigorous agitation is recommended. The plating 
sequence used by Heiman is as follows: Alkaline clean: 
rinse: acid etch (0.5N hydrofluoric acid, 25°C., 2 to 3 
minutes); rinse; 70 per cent nitric acid (d. 1.42) dip 
at 25°C. for 10 to 20 seconds: rinse; tin immersion 
plating. 

The plating time is fairly critical and should not gen- 
erally exceed 10 seconds. The adhesion obtained is 
stated to be superior to that obtained with deposits 
from the stannate bath. A solution given in another 
patent”’ is similar but has ammonia added to pH 5.5 
to 6.5. 


Immersion Silver Deposit 


Immersion silvering may be applied to aluminum 
after it has been anodized, when the process may be 
carried out in much the same way as silvering glass. In 
one such process developed for the Ministry of Sup- 
ply.*° the aluminum is degreasd, pickled in dilute hy- 
drochloric acid with or without nitric acid, and rinsed 
in distilled water. 

The actual silvering is carried out with 3.33 ml. of a 
10 per cent silver nitrate solution to which a solution 
of 86 ml./l. ammonium hydroxide (0.880) are added 
until the precipitate first formed is just redissolved. 
Subsequently, 30 to 50 ml. excess ammonium hydrox- 
ide solution are added. The total volume of the solution 
is then approximately 660 ml. 

The reducing solution is made up by dissolving 30 
gm. Rochelle salt or 40 gm. potassium citrate in dis- 
tilled water and making up to 330 ml. 

Both solutions are filtered and are then mixed in a 
glass or porcelain vessel for use. 


Chemical Nickel Plating 


The “chemical” nickel plating process, first used by 
Brenner and Riddell at the National Bureau of Stand- 
ards and further developed in recent years in America, 
has recently been applied to the direct nickel plating 
of aluminum. 

This process is a chemical reduction process by 
which the metal is precipitated in the presence of a 
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hypophosphite which acts as the reducing agent. The 
deposit obtained is claimed to be virtually free from 
pores. The mechanism of deposition is not yet clear. 
According to Bremner*‘ a one-stage process is con- 
cerned in the case of the alkaline solution of the type 
used on aluminum. The basis metal donates an elec- 
tron for the reaction: 
Nit + +M—Ni* + M* 
+ M*—OH+M 
2Ni > Ni + Ni** 
the total reaction being 
According to Brenner.** hydrogen is discharged in 
the first part of a two-stage process, the excess energy 


liberated by the hydrogen evolution activating the dis- 
charge of nickel ions. 


An alkaline solution used with success has been de- 
scribed by West*": 


Nickel chloride 3 Ib. 

Sodium hypophosphite 12. oz. 

Sodium citrate 7.2 Ib. 

Ammonium hydroxide 

(Sp. Gr. .880) 600 ml. 


This solution is maintained at pH 10 by addition of 
ammonium hydroxide (approximately 500 ml. per 30 
sq. ft. of work). The temperature is kept at 180° to 
190°F, and carbon steam coils may be used to heat the 
solution which is contained in a glass or vitreous-enam- 
eled tank. The reaction is very violent and the plating 
speed is stated to be 2 mil per 30 minutes for a new 
solution, though this falls off with use. Plating racks or 
baskets should be of plain carbon steel. Small work 
plated in baskets should be taken from the solution oc- 
casionally and shaken. Nickel deposited on tank walls. 
heating coils and plating racks is stripped off in 50 
per cent nitric acid solution. 

As distinct from the acid solutions used for plating 
ferrous metals, this solution will not deteriorate with 
time but can be maintained by addition of the original 
components. 

The main advantages of the chemical process are the 
unique throwing power of the solution in which even 
long, small-diameter tubes may be plated provided that 
a flow of the solution is maintained through the tube. 
For similar reasons the process may also be suitable for 
plating threaded parts, while another application of the 
| 4 process is the plating of the interiors of tanks and large 

vessels. 


An interesting application is operated in standard 
production by the Wright Aeronautical Corp.*” Here 
electroless nickel plating is applied for the protection 
of annular grooves in light alloy pistons used in high- 
power aircraft engines at 500°F. In this application, 
axial clearance must be given between the piston ring 
and the side wall of the groove to leave room for the 
ring to expand and contract radially. The purpose of 
the deposit is to protect the walls from damage by the 
striking of the ring during service. Pretreatment in this 
instance is by cleaning in a chromic-sulphuric acid or 
nitric-hydrofluoric acid mixture, followed by plating 


57 HE METAL FINISHING, May, 1957 


with 0.5 to 1.2 mil nickel from an alkaline solution. 
Following deposition the parts are heated to 450°F. for 
30 minutes to increase the hardness to 600 V.P.N. A 
number of other applications have been found for the 
process in the American aircraft industry.** 

For most ordinary applications the process is, how- 
ever, too expensive to be considered as an alternative 
to electroplating. “Electroless” nickel deposits contain 
between 6 to 7 per cent phosphorus and are not nor- 
mally suitable for chromium plating. 


THE ALNICLAD PROCESS: 


The use of aluminum-alloy propeller blades for air- 
craft flying at high speeds has been responsible for the 
development of a new plating process. Under the severe 
corrosion-erosion conditions to which these propellers 
are subjected, the application of a wear-resistant sur- 
face coating such as nickel is essential. 

Nickel plating by conventional techniques proved un- 
successful, due in part to galvanic corrosion, partly to 
non-uniformity of the deposit and relatively low adhe- 
sion to the aluminum. 

In the new process,*' the duralumin-type propeller 
blades are first anodized, after which a rubber bonding 
material is applied by immersion and the blades are 
dried. 

No details are given of the rubber bonding processes 
or of any means used to render the coating conductive 
for nickel plating. The nickel deposits are stated to be 
hard and unstressed and can be polished electrolytically 
or mechanically to a high finish. 

This process is stated to be used by the American Air 
Force and Navy on a number of aircraft types. 


CARBONYL PLATING: 


Nickel carbonyl plating on aluminum has been pat- 
ented recently in America.** In this process the work is 
cleaned and treated in a mixture of gaseous nickel car- 
bonyl and inert gas at 175° to 400°F. Subsequently. 
the work is heated to 500° to 1,200°F. in carbon diox- 
ide and exposed to nickel carbonyl gas at a temperature 
high enough to cause deposition. Relatively porous de- 
posits between 0.05 and 0.15 mil thick are obtained and 
it is doubtful whether the process has much commer- 
cial significance at the moment. The nickel carbonyl 
process requires special equipment and is described in 
greater detail in the literature.** 
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Finishing Pointers 
The Water Separator in Vapor Degreasing 


By Max Randall 


President, Randall Mfg. Co., Inc., New York, N. Y. 


ip vapor degreasing, as commonly used by industry. 
the dissolving action of dry trichlorethylene or 
perchlorethylene is utilized to remove oils and grease 
from all types of metal products. Whether the cleaning 
action is by vapor condensate and liquid spray or dip. 
it is important for maximum efficiency of the process 
that the solvent be kept free of undissolved water. The 
moisture is controlled by a water separator which is an 
essential part of the degreaser. An examination of the 
possible sources of moisture and the characteristics and 
effects of solvent-water vapors reveals the function of 
the water separator and the importance of its main- 
tenance to insure proper operating conditions and long 
life of the equipment. 

In the absence of free water, the solvent vapors in a 
degreaser are transparent that is to say, invisible. The 
presence of excess water causes the formation of a fog 
known as “ghost vapor” or, when mixed with air, as 
“false vapor.” This “ghost vapor” or “false vapor” 
tends to float or billow and can be easily lost to the 
working area by a slight disturbance of the vapor level 
even if draft conditions are relatively mild. 


Effect of Free Water in a Degreaser 


Generally speaking, there are four important effects 
produced by the presence of excessive amounts of mois- 
ture in a degreaser: — 

(1) Increased solvent costs: the solvent-water vapors 
described above, the easily recognized ghost vapors, 
have both lower vapor densities and lower condensing 
temperatures than the pure solvent vapors. As a result, 
it is difficult to hold ghost vapors within the degreaser 
and their escape into the surrounding atmosphere in- 
creases solvent costs — and may create health hazards. 
Other conditions being equal, solvent diffusion losses 
from a wet degreaser are usually 20-30°7 higher than 
those from a degreaser which is free from undissolved 
water. 

Deterioration of equipment: Excessive moisture in 
the degreaser may accelerate atmospheric oxidation, or 
rusting of equipment at or near the vapor line. 

(3) Staining of work: Under some conditions, water 
spotting and staining of the cleaned work may result 


from the presence of free water in the degreasing sol- 
vent. 


(4) Inferior Cleaning: The presence of ghost vapors 
or false vapors may also result in less efficient soil re- 
moval because solvent-water-air mixtures produce less 
solvent condensate on the work — not only because of 
their relatively low solvent vapor content, but also be- 
cause of their low condensing temperature. Inasmuch 
as the ghost vapors are produced by a solvent-water 
mixture with a boiling point below that of the solvent. 
the work comes up to the vapor temperature more 
rapidly than in pure solvent vapors, owing to the re- 
duced temperature differential. Thus, less time is al- 
lowed for the vapors’ degreasing action. Little or no 
cleaning takes place after the work has reached the 
vapor temperature, so that there is no advantage in 
leaving the work in the degreaser for a prolonged 
period. 


How Water Enters a Degreaser 
Water enters a degreaser from five different sources: 


(1) Moisture from the atmosphere may enter a 
degreaser by condensing on the cooling surfaces in the 
degreaser — as the sweating or “dewing-out” frequent- 
ly observed on cold surfaces. The amount of water thus 
introduced can be held to a minimum by proper con- 
trol of the cooling water temperature. The water tem- 
perature at the condenser outlet should be maintained 
above the dew-point of the atmosphere (about 100- 
120°F.): that is, the water should feel warm to the 
touch. Water outlets from condenser jackets and coils 
should not be connected directly to sewer lines, but 
should drain into an open sight device such as a funnel 
so that water flow can be readily observed. Automatic 
devices are available to control water flow. 

(2) Water may enter the degreaser by drag-in on 
the work being cleaned. 

(3) Trichlorethylene vapors and perchlorethylene 
vapors form mixtures with water vapor which condense 
at temperatures below the boiling points of either the 
solvent or water. Such condensations from humid shop 
atmospheres are a common source of moisture found 
in vapor degreasers. Where heavy work loads or large 
racks cause turbulence of the vapor layer in a de- 
greaser, the mixing and subsequent condensing of sol- 
vent vapors with moisture will be accelerated. 

(4) Occasionally, leaks in the water or steam coils 
are responsible for the presence of excessive amounts 
of moisture in a degreaser. 

(5) After normal cleanout, water may remain 
trapped in lines, hidden crevices, etc., or the walls of 
the degreaser may be left damp. In such instances 
heavy ghost vapors may be noted when the degreaser 
is started up, even if new solvent is charged to the unit. 
These ghost vapors usually disappear after one or two 
hours of operation, if the water separator on the de- 
greaser is functioning properly. 


How Water Is Removed 


Although water vapor and solvent vapor mix freely, 
the liquids separate into two layers when they con- 
dense. The combined condensate collects in a trough 
and flows from the degreaser through a precooler to a 
simple decanting device known as a water separator. 

(Continued on page 64) 
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The Modern 


Phosphating Bath 


By Edward Heinzelman, Jr., Oakite Products, Inc., New York, N. Y. 


P HOSPHATING practice has advanced in scope and 
efficiency since the inception of the original Cos- 
lett phosphoric bath. As treatment time was shortened 
and method of application broadened, the phosphating 
process found wider commercial acceptability and ex- 
ploitation. The phosphate treatment may be applied to 
metal surfaces by tank immersion, industrial spray 
washer or variations thereof, or brushing. Present day 
baths. in most cases, require from five minutes to less 
than one minute treatment time, i.e.. industrial spray 
washers commonly provide less than one minute appli- 
cation. By far the largest use of phosphate coatings has 
been as a treatment before painting or other finish in 
order to increase adhesion and enhance corrosion re- 
sistance. In recent years the ability of the phosphate 
coating to hold lubricants and provide parting layers 
has been used to good advantage in cold drawing oper- 
ations and also as a palliative for fretting corrosion. 
In addition, many specialized applications have been 
found for phosphate coatings. 

The present day “fast” baths use various types of 
accelerators in order to promote the phosphate reac- 
tion in the desired short time. Oxidizing agents such as 
nitrates, chlorates, nitrites and peroxides are among 
the more popular ones. They are used alone, in com- 
bination with each other, or with metallic as well as 
other organic or inorganic accelerators. It is the pur- 
pose of this paper to discuss chlorate-accelerated phos- 
phating solutions and to compare them with nitrate- 
accelerated baths. 


Accelerators and Their Action 


One of the earliest references to the use of chlorates 
as accelerators for phosphating solutions appeared in 
French Patent No. 724,422. W. Schmidding, in Ger- 
man Patents 310,756 (1922) and 448.009 (1926). used 
a phosphate solution containing chlorate to accelerate 
formation of a “rust-resisting layer” on iron and steel. 
Although the use of chlorate accelerators has many 
advantages which will be discussed later, certain diffi- 
culties were encountered in early commercial use. The 
phosphating bath initially exhibited a milky turbid 
color followed by development of a gelatinous suspen- 
sion and its precipitation as a sludge. This gelatinous 
precipitate not only fouled up equipment but also 
coated articles with a white deposit which resisted re- 
moval by rinsing or other means.’ 

It appears that Darsey, in U.S. Patent No. 2,293,716 
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(1942), eliminated the difficulties inherent with the 
gelatinous deposits by using a combination of chlorates 
and nitrates. However, the nitrate-chlorate accelerated 
bath proved to be highly corrosive in nature and par- 
ticularly so to equipment. It is claimed that chloride 
ion is formed as a reduction product of the chlorate ion 
and this, in turn, with the nitrate ion forms the com- 
ponents of aqua regia.” It is extremely unfortunate that 
the earlier difficulties with gelatinous precipitation and 
the corrosive behavior attributed to the nitrate-chlorate 
combination have stigmatized the later chlorate baths, 
which have resulted from extensive research. The ac- 
quisition of further knowledge on the effective use of 
chlorate accelerators has resulted in efficient baths 
which, it is believed, are much less harmful to equip- 
ment than the most commonly used nitrate-containing 


phosphate baths. 


In general, it has been found that metal content, 
catalyst or accelerator, and correct pH value play an 
important part in the quality and type of phosphate 
coating. It is evident that all accelerators or oxidizing 
agents do not produce the same results, nor are the 
optimum conditions the same for all baths. The pH 
range is dependent upon the particular heavy metal 
phosphate used and the soluble phosphate content of 
the solution with the specific oxidizing agent. There 
are a variety of reaction equilibria taking place in the 
complex phosphating system but the coating and var- 
ious solids in the bath result from the following equa- 
tions: 


Me( H.PO, ) MeHPO, H,PO, 
3MeH PO, Me; | PO; lo H,PO, 


where Me may be a heavy metal such as Fe, Zn or Mn. 
In the case of the zinc phosphate bath, the coating may 
consist of both zine and iron phosphates. 


The colloidal particles and resultant gelatinous pre- 
cipitate which plagued the early chlorate-accelerated 
baths were formed in the intermediate stages of the 
above reactions. It was seen that a key to the successful 
use of chlorates is the maintenance of a definite pH 
range in order to suppress the precipitation of insolu- 
ble phosphates or hydrolysis of the heavy metal phos- 
phates. It appears that hydrolysis decreases with in- 
creasing concentration of the heavy metal phosphates 
and also with an increase in the free phosphoric acid. 
But there is a limit to the metal phosphate concentra- 
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tion beyond which the processing time and phosphate 
crystal structure are adversely affected. Increased chlor- 
ate concentration seems to help counteract this effect 
but. again, a concentration limit exists beyond which 
increased chlorate causes additional hydrolysis. Fur- 
thermore, since phosphoric acid is involved as a pro- 
duct in most of the reaction equilibria it cannot be used 
as a means of pH control. Excessive free phosphoric 
acid may result in a pickling rather than coating action, 
or in the deposit of inferior coatings with attendant 
longer process time. Small amounts of certain acids 
(not H,PO,) and/or certain buffers have been useful 
in controlling the pH so that the form of the precipitate 
is changed from a gelatinous floc to a controllable pow- 
dery solid which settles out rapidly with the normal 
phosphating sludge. 

It is obvious that a combination of factors must be 
considered in order to make the best use of chlorates 
as accelerators. Control of the concentration of the 
various chemicals to obtain more efficiently balanced 
solutions: control of hydrolysis in the concentrate and 
the working bath; control of pH within certain opti- 
mum ranges; and the means of attaining these con- 
trols learned through research are the major factors 
responsible for the successful application of the more 
modern chlorate-containing baths. Of course, many of 
the aforementioned control methods, i.e., specific de- 
tails, are incorporated in proprietary products and are 
not freely available in the literature. 


Function of Oxidizing Agents 


There have been various theories expounded on the 
mode and manner in which oxidizing agents function 
in the promotion of the phosphating reaction. Identical 
behavior is not exhibited by all accelerators but most 
generally they are presumed to function as follows: Act 
as depolarizers — remove hydrogen film from the 
metallic surface by conversion to water; help maintain 
and adjust the balance of the solution; and act on the 
ferrous ion produced in the phosphating bath. 


Nitrate-containing baths differ from chlorate baths 
in behavior towards the ferrous ion. The ferric ion has 
increased solubility in nitrate-containing baths as com- 
pared to nitrate-free solutions. It is stated that the fer- 
ric ion aids the phosphating reaction because, in acid 
solution, it will react readily with hydrogen, being re- 
duced to the ferrous ion in the process.” This means 
that iron has an opportunity to become part of the 
coating and, also, that the bath contains not only ferric 
but ferrous iron in solution. On the other hand, chlor- 
ate baths are practically free of iron in solution since 
the ferrous ion has little chance to exist under the in- 
fluence of the chlorate and the ferric ion drops out with 
the sludge. The coating, then, from a chlorate bath 
should contain considerably less iron than one ob- 
tained in a nitrate bath. 


From a mechanistic standpoint it appears that the 


oxidizing agent acts as a catalyst in promoting the 
phosphate reaction but does not actually become part 
of the coating itself. The particular oxidizing agent 
may influence the ratio of iron and zine in a zinc 
phosphate coating, as in the case of nitrate and chlor- 
ate baths, but it evidently does not affect the chemical 
nature of the coating in any other way. From a corro- 


sion standpoint a phosphate coating which presumably 
consists predominantly of zinc phosphate (chlorate 
bath) should provide at least equal if not better resis- 
tance than one composed of a proportionate ratio of 
zine and iron (nitrate bath). This has been shown ex- 
perimentally. 


The oxidizing agent does have a profound effect on 
the physical nature of the coating, i.e., structure and 
size of the crystals, and also on the phosphate reaction 
time. Chlorate baths produce very fine crystal struc- 
tures while nitrate baths generally produce a coarse- 
grained structure. The natural tendency for very small 
crystals to pack closely produces low porosity (small 
pores between crystals) with attendant corrosion pro- 
tection. The very rapid formation of the phosphate 
coating in chlorate baths indicates high nucleation 
rates and grain growth at many sites. Consequently. 
the reactive surface available is quickly used up, and 
the probability of large crystal growth diminished by 
mutual interference of the growing crystals. Evidently, 
the coarse-grained phosphate structure produced from 
nitrate baths results from low nucleation rates with 
the slow growth of large crystals. 

It must be pointed out that by combining nitrate 
and nitrite in the phosphating bath, it is possible to 
obtain the desirable performance and crystal structure 
described above for the chlorate bath. Both of these 
baths may be used at lower processing temperatures 
than the nitrate bath. 


A disadvantage of the nitrite-nitrate combination is 
the necessity of adding nitrite separately (nitrite is un- 
stable in the concentrate) and of adjusting the solution 
balance with caustic soda. Thus, three materials de- 
manding control are necessary to achieve the same re- 
sult as a single-material chlorate bath with relatively 
simple control. 


Corrosion Characteristics 


The improved chlorate-accelerated baths have shown 
less corrosive effect on equipment. This seems entirely 
justifiable from a chemical standpoint since the bath 
contains little or no iron in solution, and is highly 
buffered; from a physico-chemical standpoint the very 
fine-grained structure of the phosphate coating with 
uniformly complete coverage tends to protect the metal 
surface and stifle further reaction. Thus, under many 
conditions, it is possible to use ordinary wrought or 
black iron equipment. 

Several experiments were conducted in order to 
determine the corrosion-erosion effects of chlorate-con- 
taining solutions. Stainless steel specimens, type 304, 
were mounted in a slotted stainless rod and held there 
by means of a set screw, and the unit then attached to 
a laboratory stirrer. The test panels were suspended in 
a chlorate bath. In order to obtain erosion or velocity 
effects the panels were rotated in the solution. Cyclic 
effects were obtained by alternately rotating at tem- 
peratures between 160°F. to 200°F. for 712 hours and 
then standing for 161% hours at ambient temperature 
with no rotation. These tests were carried out for a 
period of from two to four weeks. Test panels were 
accurately weighed on an analytical balance before and 
after the test. Corrosion rates were calculated in ac- 
cordance with Fontana.‘ It was noted that in an unused 
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chlorate bath (no other metal but test panels put 
through the solution) the weight loss indicated corro- 
sion rates between 0.0089 to 0.0267 mils per year 
which are well within the acceptable rates as set forth 
in the Huey Test.t In a chlorate bath that had been 
worked with steel panels before testing, a weight gain 
was actually obtained, indicating a protective film or 
coating had been formed. Removal of this film by the 
usual chromic acid stripping method” revealed no dele- 
terious effect on the metal surface from the test ex- 
posure, 

Conventional corrosion tests were made to compare 
the performance of phosphate coatings obtained in 
standard modern chlorate-accelerated and_nitrate-ac- 
celerated zinc phosphate baths. The chlorate bath was 
applied by spray and also by immersion. The nitrate 
bath was applied by immersion only, since its use by 
spray would, necessarily, involve separate additions of 
sodium nitrite. As a control, one set of test panels re- 
ceived no phosphate treatment. 

Table I illustrates the experimental procedure in the 
form of a flow diagram. Table II contains reference 
notes indicated above the right corner of specific boxes 
or levels. Capital letters indicate treatment and _ulti- 
mate corrosion test, i.e., salt spray, water immersion or 
humidity, and serve to identify each panel’s path 
through the diagram. 

In the salt spray test, the panels which had received 
no phosphate treatment failed in 23 hours: those 
treated by spray in the chlorate bath failed in 500 
hours: and those treated by immersion in both the 
chlorate and the nitrate baths failed in 540 hours. The 


greater resistance produced by immersion may be at- 
tributed to the probability that the longer treating 
time provides more uniform coatings. After 142 hours 
of water immersion the non-phosphate-treated panels 
showed dense, size 8 blisters while the spray chlorate. 
and immersion chlorate and nitrate panels showed no 
blisters after 914 hours exposure — they were equally 
well preserved. The same effects were noted after 
the 1560-hour humidity test — all phosphate-treated 
panels, regardless of method. were in excellent condi- 
tion. The foregoing test results serve to indicate that 
the advantages attributed to the chlorate-accelerated 
bath are not gained at a sacrifice in corrosion §re- 
sistance. At worst, the chlorate bath performed on a 
par with the nitrate bath while the thin, fine-grained. 
and lower weight chlorate-accelerated coating would 
indicate less absorption of paint with superior per- 
formance under impact and bend tests. 

An attempt has been made to present the salient 
features of chlorate-accelerated phosphate baths, to 
cite improvements in the modern chlorate bath in 
order to differentiate it from its older prototype, and 
to compare the behavior ot the chlorate bath and the 
corrosion resistance of the phosphate coating obtained 
therein with the more commonly known  nitrate-ac- 
celerated baths. 


Conclusions 


In summary, the modern chlorate-accelerated zine 

phosphate baths offer the following features: 
1. The phosphating bath is immediately ready for 
use with low consumption of chemicals which are 


Table 1 — Experimental Flow Sheet 


| sae 1010 Cold- 


Rolled Steel 


See note | 


See note 2 


| 


| 
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Phosphate Coot B-Chlorate- Zinc Phosphate 
Immersion Application 


C-Chlorate-Zinc Phosphate 
Spray Application 


D-Nitrate-Zinc Phosphate 
Immersion Application 


| See note 3 | See note 4 


| See note 5 


| See note 6 


Water Rinse 


| CRO, - H,PO, Rinse 


See note 7 


See note 8 


| Spray 


| B—Water Immersion | 


See note 9 


See note 10 


| 
C-Humiaity | 


See note 11 
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TABLE II 


Flow Diagram Notes 
1. SAE 1010 cold rolled auto-body sheet stock, 20 
gauge, commercial quality. 
2. Alkaline material 5 0z./gal., 170-180°F., 5 minutes. 


3. No gurface treatment — surface alkali cleaned 
only. 

1. Chlorate-accelerated zinc phosphate bath — 2‘ 
by volume, 170-180°F., 4 minutes, applied by im- 
mersion. 

5. Chlorate-accelerated zinc phosphate bath — 2‘: 


by volume, 150-160°F., 55 sec., applied by spray 
machine. 


6. Nitrate-accelerated zinc phosphate bath — 2.5% 
by volume, 190-200°F., 5 minutes, applied by im- 
mersion. 

7. Final acidified rinse — ;y 0z./gal. (sufficient to 


obtain pH 2.5-4.5), 140-160°F., 30-55. sec. 

8. Black enamel applied by Fisher-Payne Dip Coater 
— force dry at 120°F. Vise. 45 sec. No. 4 Ford 
Cup. 

9. Standard salt spray test 

ASTM B 117-54T 5° NaCl solution. 

10. Water Immersion test ASTM D 714-45. 

11. Humidity Test ASTM D 714-45. 

Humidity Conditions 95° at 100°F. 


easily replenished to maintain operating efhi- 
ciency. 

2. The phosphate coating forms rapidly (30 sec. to 
5 min.) at low operating temperatures. Tem- 
peratures may vary from 160°F. to room tem- 
perature depending upon the particular bath 
make-up. 

3. A thin, fine-grained phosphate coating is de- 
posited from a bath which is made up and re- 
plenished with a single unit concentrate. Only 
simple controls are required, 

4. The buffered and virtually iron-free bath plus 
the protective nature of the coating results in 
little or no adverse effect on equipment. 

5. The iron content of the bath is extremely low 
and remains fairly constant. This affects phos- 
phate coating quality and solution behavior. 

6. The coating provides excellent corrosion re- 

sistance with minimum paint absorption. Cor- 

rosion resistance is satisfactory as determined 
by salt spray, water immersion, and humidity 
tests. 

The thin, fine-grained coating provides a pliable 

film which performs well under impact and bend 

test. 

8. The slight increase in thickness caused by the 
phosphate coating does not usually affect dimen- 
sional tolerances. 

9. The coating is useful as an aid in cold drawing 
steel. 
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The design of water separators is based on the elemen- 
tary principle of gravity separation. Condensed water 
floats on the surface of the heavier solvent condensate 
layer and flows continually to a sewer from an upper 
outlet of the separator. Under ordinary conditions, with 
a proper balance between heat input and cooling 
capacity at the degreaser, water from the various 
sources described will vaporize and be condensed and 
carried with the solvent condensate going to the water 
separator. It is essential that the temperature of the 
solvent condensate going into the water separator, be 
substantially below the boiling point of the solvent- 
water mixture, which latter temperature is below the 
boiling points of pure trichlorethylene or perchlorethy- 
lene and of pure water. 


Water separators should be inspected periodically to 
make sure that: 


(1) The vent line is clean. 

(2) The separator tank is free from accumulated 
sediment or sludge. 

(3) The solvent and water outlets are clean and 
free from restrictions to flow. 


The importance of the water separator cannot be 
over-emphasized. Without this accessory, the incoming 
water either accumulates in the degreaser to a point 
where good cleaning of the work becomes impossible 
or it continually diffuses into the atmosphere with sol- 
vent in the form of ghost vapors. 
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Science 
for 
Electroplaters 


24. Chemical Surface 
Preparation - C. 


By L. Serota 


Acid Dip 


FTER the alkaline (electro) cleaner 

\ has removed the dirt and oil from 
the surface of metal, an acid dip is 
required before plating, to neutralize 
the alkaline film and remove the thin 
oxide coating. Hydrochloric or sul- 
furic acid or mixtures of the two are 
commonly used for ferrous metals. The 
acid has a dissolving action on the 
oxide film. The term ‘acid dip’ usually 
refers to such treatment when the time 
required to remove light rust and scale 
or smut. after the alkaline cleaning 
cycle, is about one minute. 

Pickling 

When the metal is coated with a 
heavy rust and scale resulting from 
heat treatments, forging, welding, or 
atmospheric conditions, a stronger 
acid (or mixture) is used to remove 
the rust and scale. This process is 
called pickling. Sulfuric acid, because 
it is cheaper, is commonly used in 
large scale pickling operations. Rust is 
removed in pickling by direct dissolu- 
tion, but scale is mainly cleaned away 
by acid attack on the lower layers of 
ferrous oxide, causing mechanical lift- 
ing of the scale. The chemical reactions 
are as follows: 

FeO + H.SO, > FeSO, + H.O 

Fe + H.SO, > FeSO, + Hz 
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The higher oxides are dissolved ac- 
cording to these reactions: 
+ 2HSO, + 
2FeSO, + 
Fe,;0, + 3H.SO, + H: > 
3FeSO, + 4H.O 
The effects of acid concentration and 
temperature are indicated clearly in 
Fig. 124. At a low temperature (20°C) 
a higher sulfuric acid concentration 
(25 per cent) is necessary io reduce 
the picking time of cold rolled, close 
annealed steel. The graph indicates that 
an acid concentration of 5 to 10 per 
cent by weight and an operating tem- 
perature range of 60°C. to 80°C. is 
most favorable. 


Inhibitors 


The rapid action of the pickling solu- 
tions upon steel introduces such dif- 
ficulties as excessive acid consumption, 
loss of metal by unnecessary dissolu- 
tion, etching, and pitting. These may 
be reduced by the addition of agents 
known as inhibitors. Such substances 
have the effect of accelerating the solu- 
tion of the oxides and retarding the 
dissolving action of the acid on the 
exposed steel. Frequently such ma- 
terials (inhibitors) form a scum or 
foam on the liquid surface which 
serves to reduce the loss of acid by 
spray. Picking inhibitors are usually 
organic compounds, which probably 
leave a preferential deposition film of 
a colloidal nature on the iron or steel 
but not on the rust or scale. This has 
the effect of retarding the liberation 
of hydrogen and influencing migra- 
tion of polar compounds to the metal. 
The result is an increase in hydrogen 
overvoltage. Reduction of hydrogen 
evolution has the added benefit of 
lessening hydrogen embrittlement. The 
film of inhibitor remaining after pick- 
ling is usually removed by anodic alka- 
line cleaning. 

Electrolytic pickling is coming into 
use in place of the immersion process. 
Both anodic and cathodic processes 
are employed. The anodic electropick- 
ling method is preferred because it 
eliminates the hydrogen embrittlement 
which results from cathodic cleaning. 
The electrolyte is usually sulfuric acid. 

Oxide coatings on copper base alloys 
range from a tarnish to a heavy black 
scale. The black outer scale is cupric 
oxide (CuO) and the inner portion 
is probably the red cuprous oxide 
(CusO). The pickle is usually a 10 
per cent sulfuric acid solution, by vol- 
ume, and is used at a temperature of 
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about 125°F. Red stains may result, 
and the surface may be dull. This can 
be remedied by a dip (100°F.), di- 
rectly after the pickling step, with a 
solution of the same acid strength, to 
which sodium chromate (0.5 lb. gal.) 
is added. Anhydrous ferric sulfate is 
substituted frequently because it is 
cheaper. If a smut remains, it can be 
removed by a bright dip. A scaling 
or fire-off dip is used after pickling 
and prior to bright dipping, so that a 
more uniform finish is obtained. A 
typical formula for this dip will con- 
sist of: 


Sulfuric acid 2 gal. 
Nitric acid 
Water 


The composition for a bright dip is: 


Sulfuric acid 2 gal. 
Nitric acid 1 ~ 
Water 1 qt. 
Hydrochloric acid ly fl. oz. 


The hydrochloric acid is added to 
increase the luster, while the nitric 
acid acts as an oxidizing agent, which 
aids in the removal of light tarnish, 
by attacking the copper alloy. Carbon 
(activated) is often added, especially 
when an excessive amount of hydro- 
chloric acid is used. It tends to im- 
prove the operation of the dip. The 
carbon, it is believed, assists in ob- 
taining a more uniform bright surface 
and also prevents a cloudy surface ef- 
fect. After bright dipping and _thor- 
ough rinsing in cold running water, 
articles may be dipped in a solution 
of sodium cyanide (4 oz./gal.) to re- 
move stains. 


\ 
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5 
ACIO STRENGTH By We. Per Cent. 
Fig. 124. Pickling times for cold rolled, close 


annealed, mild steel in sulphuric acid of differ- 
ent strengths. 
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Acid dips for zine base alloys vary 
in time, concentration, and acid with 
different plants. In a survey, mentioned 
by D. M. Overcash, of eleven large 
companies that finish zine base die 
castings, nine use sulfuric acid (0.2-3 
per cent), two use phosphoric acid (3 
per cent by,volume) and one company 
also uses a citric acid solution (0.5-] 
oz./gal.). The dips are used at room 
temperature and the time ranges from 
10 to 60 seconds in automatic machines 
to 3 to 5 seconds for hand dipping. An- 
other survey indicated the use of hy- 
drochloric acid (2-10 per cent by vol- 
ume) and hydrofluoric acid (1-5 per 
cent by volume). Bright finishes on 
zine and zinc base alloys may be ob- 
tained by immersion in a solution of 
chromic acid (30-40 oz./gal.) and 
sodium sulfate (2-4 oz./gal.) at room 
temperature for 5 to 30 seconds. If a 
yellow film remains on surface, im- 
mersion in sulfuric acid (1 oz./gal.) 
will remove it. 


Sheet aluminum, after an alkaline 
etch, is immersed for a few seconds in 
a nitric-sulfuric acid bright dip for 
smut removal. The composition of this 
bright dip is the same as that used for 
copper and copper alloys. Aluminum 
die castings (alloys) acquire a black 
or brown film during alkaline treat- 
ment. This is eliminated by immersion, 
at room temperature, for 15-30 sec- 
onds in a mixture of nitric acid (3 
gal.) and hydrofluoric acid (1 gal.). 
Adequate ventilation is necessary. 


Cleaner Evaluation 


The effectiveness of alkaline metal 
cleaners has been evaluated by various 
methods. Such factors as highly stan- 
dardized preparation of test panels 
(usually of steel) for soil application, 
and cleaning and rinsing conditions are 
important phases in procedure and 
methods of measurement of the 
residual soil on the test panel. Corre- 
lation between test and practice is em- 
phasized in cleaner evaluation. 


Some methods of evaluating alkaline 
cleaners yield results of a qualitative 
nature; others provide values based 
upon quantitative or semiquantitative 
determinations. Qualitative tests com- 
monly used include: (a) the wiping 
test, in which the test panel soiled with 
mineral oil, carbon black, or a pigment 
is cleaned and rinsed, then wiped with 
white cloth or paper, and the cloth or 
paper is examined for residual! soil; 
(b) the oil spot test, which consists 
of solvent degreasing (rinsing) of 
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Fig. 125. Cleaning Results. Left—Cleaning In- 
dex 73 (fair). Right—Cleaning Index 94 
(good). 
panel and evaporation of solvent on 
ground glass, where the residual ring 
is an indication of cleanliness; (c) 
the water-break test, which is based 
upon the principle that a metal sur- 
face free of dirt is uniformly wetted. 
This is considered a qualitative method 
for cleanliness evaluation, because the 
water-break pattern changes continu- 
ously as the excess of water drains 
from partially soiled metal surfaces. 
At the same time, evaporation of water 
from the clean areas introduces added 
difficulties in arriving at quantitative 

values. 


SPRAY PATTERN: 


In a modification of the water-break 
test, a procedure was introduced which 
gave a more sensitive test and fur- 
nished results which were of a quan- 
titative nature. In this development, 
described by S. Spring, H. 1. Forman 
and L. F. Peale in METAL FINISHING 
(1946), a mist or fine spray of water 
is directed against the metal surface 
to be evaluated. The mist collects on 
the soiled area in fine droplets, giving 
a soiled area (spray) pattern that re- 
mains constant for about 20 minutes, 
thus permitting a sketch to be made on 
paper divided into 100 squares. A 
quantitative determination is thus pos- 
sible. The number of squares covered 
with water (no droplets) is called the 
cleaning efficiency index. This value 
is usually the average of five test 
panels (10 sides). Fig. 125 represents 
two such determinations. 


ATOMIZER TEST: 


In an effort to obtain a wettability 
test which is simple, inexpensive, and 
more sensitive than the water-break or 
spray pattern tests, H. B. Linford and 
E. B. Saubestre developed the atomizer 
test. An improvement which this pro- 
cedure shows over the spray pattern 
test is in the complete drying of the 
panels at room temperature before the 
spraying operation. Areas which ap- 
peared clean by the water-break test 
appeared soiled when panels were dried 
before spraying with water. The spray 
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(atomizer) consists of a dilute solut; 
of a blue dye. After spraying, 
panel is dried with a photoflood lan 
which has the effect of freezing | 
pattern. The blue stain appears wh« 
water droplets are present. Areas whi 
showed uniform water films will 1. 
show a stain because the solution is t: 
dilute. Patterns are measured with 4 
planimeter. The results of the tess 
may also be recorded by the sketc| 
indicated in the spray-pattern metho 
shown in Fig. 125. In sensitivity, as 
compared with the water break, the 
atomizer test was shown to be from 
about 10 times greater for oil films re- 
maining after solvent treatment, to 160 
times greater for oil residues left on 
metal surfaces after an alkaline clean- 
ing process. An additional advantage 
claimed for this test is ease of per- 
formance, with little technical skill re- 
quired. The test, when made for any 
oil on the test panel, reveals distribu- 
tion of oil. 


FLUORESCENT Dye Test: 

This method is based upon the fact 
that mineral oils and vegetable oils 
containing an oil soluble fluorescent 
dye will exhibit fluorescence when ex- 
posed to ultra-violet light. Residual oil 
(contaminated areas) on test panels 
will show a bright green color (glow) 
while the clean portion of the metal 
will appear black or dark, the shade 
varying with the filter used. The test 
was found to be next to the atomizer 
test in sensitivity, when a matte steel 
surface is used and the soil is lard 
or mineral oil. 


RapioTRACER METHOD: 


The radioactive tracer method has 
been shown by J. C. Harris to give 
many times the sensitivity of such 
tests as water-break, fluorescence, and 
plating trials. It has the advantage 
over the atomizer test in the respect 
that this test has no limit of sensitivity. 
the degree depending entirely upon the 
improvement in technique and _ sensi- 
tivity of equipment. In addition, the 
tracer method permits rapid, quanti- 
tative measurements of small amounts 
of soil. A difficulty encountered, how- 
ever, is the preparation of suitable 
tagged soil. Measurement for this 
method is made with a Geiger counter. 
J. W. Hensley and co-workers report 
in MetaL FInisH1nG (1952) the use 
of radioactive stearic acid as a soil for 
metal cleaning tests. Results indicate 
that the procedure is relatively simple 
and reproducible. Distinct differences 
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Fig. 126. Cleaning index results for various 
degreasing evaluation tests. 


were found in the rate of soil removal 
and the amount of residual soil left by 
different cleaning solutions when used 
for still cleaning at 90°C, 


CHEMICAL TYPEs: 


The chemical methods of alkaline 
cleaner evaluation testing include the 
copper-replacement (copper-dip) and 
the potassium ferricyanide methods. A 
steel panel, chemically clean, when im- 
mersed in an acid copper sulfate solu- 
tion (62.6 g./l. CuSO,5H,0 + 17 
g./l. HoSO,) will result in the deposi- 
tion of a film of copper as a result of 
replacement of the iron at the surface. 
A clean surface will appear as a semi- 
bright light pink copper plate, free 
from spots and adherent to the steel. 
Copper will not coat oil globules 
(films) and will be non-adherent on 
oxide areas. This relatively simple 
method is quantitative since, after 
proper rinsing and drying, the areas 
covered by the immersion deposits of 
copper can be determined and used as 
a cleaning index (C.I.). 


The potassium ferricyanide, 
K;Fe(CN),. paper test is based upon 
the reaction which produces a blue 
color when the paper coated with po- 
tassium ferricyanide is in contact with 
clean (ferrous) iron areas. Soiled sur- 
faces will leave yellowish or colorless 
spots. As with the dip test, measure- 
ment of the blue pattern areas provides 
a cleaning index. The following pro- 
cedure and proportions are recom- 
mended for the test paper in the report 


type “GN” 


TYPE “U” 


The Leading Name in Immersion Heating | 


@ INSTANT HEATING 
@ SHORT-PROOF 


@ AVAILABLE IN ALL VOLT- 
AGES —WATTAGES, one 
and three phase 


@ STOCKED FOR IMMEDI- 


PATENT PENDING 
World's first suc- 
cessful U-tube 
ACID Heater 
— Guaranteed to 
outperform and 
outlast all other 


Pat. No. 2,740,881 
Standard straight 
tube Quartz 
ACID Heater 
—Vapor-proof 
junction box; re- 
placeable heating 


Type “MB ATE SHIPMENT 
“Multi -Blade”, 
Metal-sheathed 
ALKALI Heater 


— Portable, burn- 
out proof, easy 
mounting, long 
life. 


BULLETIN 


quartz heaters. element. 


If you're looking for 


ACCURACY—EFFICIENCY—LONG LIFE—and ECONOMY 


... you'll get it with Glo- QUARTZ! 


Gle-QUARTZ ELECTRIC HEATER CO., INC. 


of A.E.S. Project 12. The paper is pre- 
pared by coating one side first with a 
solution consisting of 50 g./l. each of 
gelatin and sodium chloride. Before 
making a test, the gelatin-coated paper 
is immersed in a solution consisting of : 


Sodium chloride 50 g./1. 
Potassium ferricyanide _100 ” 
Hydrochloric acid 


The moist paper is placed over the 
steel test panel for about 3 minutes, 
removed and dried. 


A quantitative study of the cleaning 
indices, based upon measurements us- 
ing the atomizer, fluorescent, spray 
pattern, ferricyanide, and copper dip 
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‘WILLOUGHBY, OHIO 


Phone: Willoughby 2-552! 


50/Circle on Readers’ Service Card 


tests, was made on panels prepared in 
the same manner. Three alkaline clean- 
ing conditions were considered. Lard 
oil, as soil, was cleaned at 70°C. for 
3 minutes and 10 minutes and mineral 
oil, as soil, was cleaned at 40°C. for 
3 minutes. Results, as recorded graph- 
ically in Fig. 126, indicate clearly that 
lowest cleaning index value was ob- 
tained by the atomizer test. This value 
was followed, not too closely, by the 
fluorescent dye test. Results for the 
other tests were higher. Thus, soiled 
areas, remaining after alkaline clean- 
ing, are detected most readily by the 
atomizer test. It ranks in sensitivity 
with the radioactive tracer test. 
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SHOP PROBLEMS 


ABRASIVE METHODS SURFACE TREATMENTS CONTROL 
ELECTROPLATING CLEANING PICKLING — TESTING 


METAL FINISHING publishes, each month, a portion of the inquiries answered as a 
service to subscribers. If any reader disagrees with the answers or knows of better or more 
information on the problem discussed, the information will be gratefully received and the 


sender's name will be kept confidential, if desired. 


Silicates in Cleaners 


Question: | have been told that an 
alkali 


should not be used for cleaning stain- 


cleaner containing silicates 
less steel prior to chromium plating. 
Do you know of any reason why sili- 
cates, either in an alkali soak or elec- 
trolytic cleaner, would not be desir- 
able? 
P. B.G. 

Answer: There is no objection to 
using silicates in either soak or elec- 
trolytic cleaners. As a matter of fact, 
these compounds are very commonly 
employed for the purpose. 


When using silicates. it is important 
thoroughly since any 
residual silicate, if carried into the sub- 
sequent acid solution, will precipitate 
as silicic acid and give rise to pitting. 


to rinse very 


Wetting Agent for Chromic- 
Phosphoric Strip 


Question: In the GuIDEBOOK-DiREc- 
TORY for 1949, page 196, in an article 
by N. Hall, G. B. Hogaboom, Jr., and 
J. B. Mohler, concerning stripping of 
anodized aluminum films by chrome- 
phosphoric acid, there was mentioned 
the use of a “suitable wetting agent— 
08 oz./gal.” Can you tell us what 
this “suitable wetting ageni” is? 


B. H. A. 


Answer: The newer types of fluor- 
carbon wetting agents, which are high- 
ly resistant to oxidizing agents, and 
have been employed for spray elimina- 
tion in chromium plating solutions, are 
quite suitable for the chromic-phos- 
phoric strip. 

A list of suppliers of spray elimina- 
tors will be found on page 566 of the 
1956 edition of the METAL FINISHING 
GUIDEBOOK. 
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Gold Engraved Guns 


Question: | would like information 
on plating engraved figures with gold 
on blued gun parts and receiver. Can 
you send me information on the sub- 
ject, bearing in mind that I know 
nothing of said subject. 

F.O. 

Answer: To produce the gold plating 
in the engraving of the guns, stop-off 
all but the area to be gold plated. Then 
clean. nickel and gold plate as usual. 
The nickel and gold are removed from 
the highlights with a hard felt wheel 
or a belt sander with a metal platen. 
The gun can then be blackened as 
usual by the caustic black process with- 
out affecting the gold in the recesses. 

Instead of stopping-off the parts 
which are to remain black, you might 
find it more practical to apply the 
nickel and gold to the engraved areas 
by brush plating. 


Stripping Chromium 


Question: Popular Mechanic maga- 
zine has referred us to you. We have 
a small shop where we do our own 
polishing of copper and brass and we 
are having difficulty getting chrome 
off. We use a bright dip and this does 
not remove it. We have been told a 
6 volt battery charger would remove it, 
but we do not know how to use it. 
What solution do we use, and how 
strong and should it be hot or cold? 

P.M. 


Answer: Chromium will dissolve 
very rapidly in concentrated muriatic 
acid. However, the underlying nickel 
plate will not be removed in this acid. 

To remove both nickel and chro- 
mium, the article is made the positive 
electrode at 6 volts in a cold solution 
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of 3 gallons sulfuric acid and 2 gallons 
water. A piece of lead is connected to 
the negative terminal of the power 
source. A battery charger will not give 
sufficient amperage for this process 
since about 100 amperes per square 
foot will be drawn at the start. You 
can use a heavy duty storage battery. 
however, and use the charger for re. 
charging the battery. 


Plating Powder Compacts and 
Stop-Off for Carburizing 


Question: Would you kindly supply 
such information as you may have on 
the following subjects: 

1. Recommended impregnation ma- 

terial and cyanide cadmium bar- 
rel plating process operations for 
small sintered iron powder com- 
pacts. 
2. Recommended bath formulation 
and thickness requirements for 
cyanide copper barrel plating of 
small parts as a stop-off for se- 
lective carburization. 

Our problem in request number one 
is that of eliminating discoloration of 
the cadmium plate a day or two sub- 
sequent to parts processing. 

Problem number two appears to be 
one of the control of small blisters and 
porosity. 


R. 1. F. 


Answer: Good results have been ob- 
tained when plating sintered iron pow- 
der compacts with cadmium by solvent 
degreasing and cadmium plating with- 
out any further cleaning or pickling 
operations. There is no standard im- 
pregnating material for the purpose, 
these ranging from waxes to resins of 
various kinds. A chromate type con- 
version coating process after plating 
will aid in controlling the condition 
and the importance of clean rinse 
water and thorough rinsing must nol 
be ignored. 

Any high speed cyanide copper bath 
is suitable for use in stopping off for 
case hardening. A thickness of 0.0005" 
minimum is required for a case of 
0.010” but, more important, the solu- 
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tion must be absolutely clean so that 
4 non-porous copper deposit is obtain- 
ed. The pyrophosphate copper solution 
can also be used if the cyanide bath is 
undesirable. Blisters and porosity are 
often due to improper cleaning and 


pickling. 


Corrosion of Stainless Knife 


Blades 


Question: For a few months one of 
my customers has had some difficulties 
with knife blades of stainless steel (Cr- 
14¢,; C-0.35°7). After use, sometimes 
as short as a few days. these blades 
show a few black spots of corrosion. 
This corrosion is not general, but ap- 
pears only on some of the blades. 


L. L. 


Answer: Black corrosion spots on 
stainless steel knife blades may be 
due to specks of iron forced into the 
material during the press operation or 
to iron in the buffing and_ polishing 
compound. 

After polishing, the blades should 
be cleaned and then soaked for a few 
hours in a 20‘7 solution of nitric acid 
containing about 2 oz./gal. potassium 
dichromate in order to dissolve out the 
iron and to passivate the surface. 


Conductivity of Silver 


Question: | have been told that 
bright silver baths produce deposits 
which have more electrical resistance 
than plain silver. | would appreciate 
your opinion in this matter. 


D. M. 


Answer: There is no measurable dif- 
ference in the electrical conductivity 
of bright and matte silver deposits. 
Bright silver deposits are also harder 
and will give better wear resistance; 
therefore, they are more desirable than 
dull silver deposits. 


Small Scale Plating 


Question: | noticed under “Shop 
Problems” of the May, 1956 issue an 
inquiry by C. W. D. regarding using 
an automobile generator for smail 
scale plating. Do you give out the 
names and addresses of people making 
such inquiries? If so, could you favor 
me with this information? I would 
like to contact this party. If not, can 
you give me more information on use 
and hook-up of the generator. 

B. A.M. 


Answer: The wiring hookups for 
plating tanks will be found on pages 
‘4-7 of the 1956 edition of the METAL 


FINISHING GUIDEBOOK. The third brush 
on the old generators goes to the gen- 
erator field and changing the position 
of the brush on the commutator varies 
the voltage delivered. On the newer 
two brush generators a_ rheostat is 
used, as shown on page 74. A coil of 
baling wire can be used for the rheo- 
stat with a battery clamp to attach the 
lead to any point on the coil for con- 
trol. 
Bright Stripping 

Question: In the preparation of gold 
and silver jewelry stampings for the 
application of vitreous enamels. we 
have been making the articles anodic 
at 6 volts in a solution of sodium cya- 
nide and potassium ferrocyanide for 
gold and sodium cyanide and a small 


amount of boric acid crystals for sil- 
ver. To get good results as to color, 
particularly with transparent enamels, 
these metals need to have all fire re- 
moved and be bright. The above solu- 
tions do not work too well and it may 
be that we are not using the right 
proportions. We would appreciate your 
suggestions. 


W. J.B. 


Answer: Prior to using the “bright 
strips” for gold and silver, the fire 
scale should be removed with acid. A 
hot 10°7 by volume solution of sul- 
furic acid is suitable for both metals. 
Nitric acid can also be used for silver. 
The “gold strip” solution will give 
better results at 12 volts and high 
temperature. 


Professional Directory 


SCIENTIFIC CONTROL 
LABORATORIES 


Finishing Consultants—Registered Engineers 
Salt Spray—Thickness Testing—Analyses 
PLANNING—RESEARCH—DEVELOPMENT 
HAymarket 1-2260 
600 BLUE ISLAND AVE., CHICAGO 7, ILL. 


THE ANACHEM LABORATORIES 
TESTING ANALYSES ENGINEERING 
_For Metal Finishers 

Plating solution analyses and control. Testing 

of deposit-thickness, composition porosity, 

tensile strength. Salt Spray tests. 
AIR FORCE CERTIFICATION TESTS 

1724 West 58th St., Los Angeles 62, Calif. 

AXminster 4-1262 


ERNEST J. HINTERLEITNER 
5340 RIMPAU BOULEVARD 
LOS ANGELES 43, CALIFORNIA 
AXminster 4-1531 


Research - Engineering - Consulting 
1926/1955 - U.S.A. and Foreign 


PLATERS 


TECHNICAL SERVICE, Inc 


ELECTROPLATING AND 
CHEMICAL ENGINEERS 


Air Force certification tests 

Selt Spray, thickness and adhesion tests 

Spectographic analysis 

Solution, Metal and Salt analysis 

Plant Design and Engineering 

Plant layout and construction 

Industrial weste and water supply 
treatment 


NEW YORK LABORATORY 


CHICAGO LABORATORY 


HArrison 7-7648 


ELECTRO-PLATING PROBLEMS! 


Research staff & laboratory to assist in solv- 
ing electro-plating problems. Elect your type 
of program, either fee and/or bonus basis. 


GRASS LAKE PLATERS, INC. 
936 N. Telegraph Rd. — LO 5-7800 
Dearborn, Mich. 


HENRY LEVINE & SON, Ine. 


Metal Finishing Consultants 
Analysis of all electroplating solutions 
Engineering of finishing installations 

Air Force Certification Tests 
Salt Spray Thickness and Adhesion Tests 
153 East 26th St., New York, N. Y. 
MUrray Hill 5-9427 


PROPHON ENGINEERING CO. 


Polishing & Buffing Consultants 
Originators of the 
PROPHON BUFFING METHOD 
Office: Laboratory: 
545 Fifth Ave. 561 Bond St. 
New York, N. Y. Elizabeth, N. J. 
MUrray Hill 7-6868 ELizabeth 2-4409 


G. B. HOGABOOM JR. & CO. 


Consulting Chemical Engineers 
Metal Finishing — Electrodeposition — Solu- 
tion analyses. AIR FORCE CERTIFICATION 
TESTS — Salt spray, thickness of deposits, 
adhesion. 

44 Kinney St. 
MArket 3-0055 


Newark 2, N. J. 


CROBAUGH LABORATORIES 
TESTING - RESEARCH - ENGINEERING 
Chemical - Metallurgical - X-Ray 
Spectrographic - Organic 
Metal Finishing Problems 
Air Force Certification Tests 
THE FRANK L. CROBAUGH CO. 
3800 Perkins Cleveland 14, Ohio 


GRAHAM, SAVAGE & ASSOCIATES, INC. 
CONSULTING - ENGINEERING - RESEARCH 


Electroplating and Metal Processing 
Waste Treatment and Production Problems 
SURVEYS - DESIGNS - SPECIFICATIONS 
475 York Rd. Jenkintown, Pa. 
Also: Chicago - Kalamazoo - New York 
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Patents 
RECENTLY GRANTED PATENTS 


IN THE METAL FINISHING FIELD 


Polishing Wheel and Abrasive 
Applicator 
UL. S. Patent 2.764.856. Oct. 2, 1956. 
W.L. Steen and E, Steen. 


\ polishing wheel abrasive 
supply system therefor comprising, a 
fluid motor and displacement pump in- 
terconnected mechanically for move- 
ment of said pump in proportion to 
movement of said motor, a source of 
fluid pressure connected to said motor, 
a volume control valve connected be- 
tween said source and said motor, a 
hollow rotatable spindle having a se- 
ries of spirally arranged ports formed 
through its wall, a multiplicity of flex- 
ible discs disposed around said spindle 
over said ports and clamped axially to- 
gether. a plurality of rigid spacer discs 
of smaller diameter than said flexible 
discs and interposed between axially 
spaced flexible discs, said rigid discs 
having radially extending grooves 
formed in the faces thereof, a delivery 
conduit having a running seal connec- 
tion to said spindle to deliver abrasive 
to the interior thereof, and means con- 
necting said pump between said de- 
livery conduit and a source of abrasive. 


Liquid Buffing Composition 


U. S. Patent 2.765.223. Oct. 2, 1956. 
E. T. Candee and S. L. Doughty, as- 
signors to The Lea Manufacturing Co. 


\ liquid buffing composition consist- 
ing essentially of 244% to 10% by 
weight of a non-jelling liquid glue, 
5‘, to 10% by weight of diethylene 
glycol, 2, to 10° by weight of a 
grease selected from the group consist- 
ing of the higher fatty acids, their 
glycerides, their ester waxes, and petro- 
leum waxes, 14‘; to 3% by weight of 
a non-jelling. non-ionic surface-active 
emulsifying agent, from 45% to 60% 
by weight of a finely-divided abrasive. 
and the balance from 15% to 40% by 
weight of water, said composition be- 
ing characterized by being free-flowing 
and forming a stable emulsion from 
which the water content need not be 
volatilized completely before buffing 
takes place. 


Protective Coating 
U. S. Patent 2,765,237. Oct. 2, 1956. 
F. E. Drummond, assignor to Midland 
Chemical Corp. 


A protective metal coating composi- 
tion which is resistant to abrasion and 
atmospheric conditions conducive to 
corrosion, which is composed of finely 
divided zirconium metal particles dis- 
persed in liquid sodium silicate, said 
zirconium metal particles being of a 
particle size such that approximately 
80° passes a 200-mesh screen and the 
same is mixed with sodium silicate in 
the proportionate amounts in parts by 
weight of between about 60-120 parts 
zirconium metal and 20-40 parts so- 
dium silicate, the resultant composition 
being adapted to be applied to a metal 
surface to form on baking at a tem- 
perature of 200-300°F. a continuous. 
hard, tenacious adherent 
coating film thereover. 


Bright Gold Bath 


U. S. Patent 2.765.269. Oct. 2, 1956. 
B. D. Ostrow and F. I. Nobel. 


In a bright gold plating bath con- 
sisting essentially of gold cyanide and 
free alkali metal cyanide in water so- 
lution, the improvement which com- 
prises the addition to said bath of a 
condensation product of a fatty acid 
having 8 to 18 carbon atoms with an 
amino acid and having the following 
structural formula: 


protective 


R—C—N—R’ 
“COOM 


wherein M represents a radical taken 
from the class consisting of hydrogen 
and alkali metal, R represents an alkyl 
radical having 7 to 17 carbon atoms, 
R’ represents a radical taken from the 
class consisting of a lower fatty acid, 
an alkyl monoalcohol, ester thereof, 
ether thereof, the alkyl radicals of 
which have 1 to 3 carbon atoms and 
hydrogen, and R” represents a radical 
taken from the class consisting of 
methylene, ethylene and propylene, the 
amount of said reaction product being 
from 1 to 100 gms./liter, together with 
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the water soluble salts of nickel and tin 
in sufficient amount to exert a bright 
ening effect on the plated gold. 


Electrolytic Cleaning Method 


U. S. Patent 2,765,271. Oct. 2, 1956. 
J. F. Kreml, assignor to Armco Steel 
Corp. 


A method of cleaning a weld-discol- 
ored stainless steel workpiece, compris- 
ing moving an electrically-conductive 
electrode bodily across the workpiece 
in the region of the weld with the in- 
terposition therebetween of electrolyte 
comprising approximately 20° to 
100‘ by volume of a water solution 
of phosphoric acid of about 70% to 
about concentration, and im- 
pressing thereacross an alternating 
current of about 60 cycles per second 
operating at voltage ranging from 
about 4 to about 24 volts and at high 
current density. 


Qe 
OD 


Corrosion Preventive 


U. S. Patent 2.765.289. Oct. 2. 1956. 
E. K. Fields and R. W. Watson, as- 


signors to Standard Oil Co. 


A new composition of matter, the 
reaction product of an aromatic nitro- 
gen compound selected from the class 
consisting of a thiodiarylamine and a 
diarylamine, an aldehyde having from 
1 to about 24 carbon atoms and 2,5- 
dimercapto-1,3,4-thiadiazole, said reac- 
tion product having anti-oxidant and 
corrosion inhibiting properties and be- 
ing suitable for addition to oils to im- 
part oxidation and corrosion inhibiting 
characteristics thereto, said reactants 
being reacted in the molar proportions 
of from about 1:1:1 to 4:4:1, respec- 
tively, at a temperature of from 25°C. 
to about 100°C. 


Automatic Buffing Machine 
U. S. Patent 2,765,590. Oct. 9, 1956. 


S. Belejack and N. Feingold, assignors 
to National Silver Co. 


In a buffing machine, the combina- 
tion of a frame, an endless conveyor 
chain comprising a plurality of links 
pivotally interconnected alternately on 
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No matter what your aluminum finishing 
problem or need, you'll find the answer at — 
because it is the one company 
combining a complete engineering service 


with a complete line of equipment and supplies! 


\ — Want the best 
possible recommendation of a Rectifier . 
Generator . . . or Control Equipment for your 
particular operations? Page 2 tells how to get it. 


— Whatever your need—from a single 
= component to a complete, integrated system— 
H-VW-M supplies it . . . Page 3. 


—H-VW-M engineers and technicians are 
anodizing equipment specialists, with years of 
experience. Page 3 tells why these H-VW-M 
services mean greater efficiency and savings 
in your plant. 


Alp — Page 4 

shows how H-VW-M research has resulted in 
new compounds, improved buffs and cleaners 
to make aluminum finishing easier, better. 


HANSON-VAN WINKLE-MUNNING COMPANY 
MATAWAN, NEW JERSEY 
Manufacturers of a complete line of electroplating and polishing processes, equipment and supplies 
Plants: Matawan, New Jersey * Grand Rapids, Michigan 
Sales Offices: Anderson (ind.) * Baltimore * Beloit (Wisc.) * Boston * Bridgeport * Chicago 
Cleveland * Dayton * Detroit * Grand Rapids * Los Angeles * Lovisville * Matawan 
Milwaukee * New York * Philadelphia ° Pittsburgh * Plainfield (N. J.) * Rochester * St. Louis 
San Francisco * Springfield (Mass.) * Utica * Wallingford (Conn.) 
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Germanium and Selenium Rectifiers 
... Rectifier Controls 


Highest quality and efficiency, flexibility, economy and 
low maintenance are the characteristics combined in 
H-VW-M’s full line of both Germanium and Selenium 
Rectifiers. 6 to 48 volt units—both remote and self- 
contained—provide the exact direct current low-voltage 
and high amperage required in aluminum anodizing. 
The widest possible choice of controls and control com- 
binations is available. Such devices as manual or motor 
operated tap switch controls, continuously variable auto- 


Manual Tap Saturable Core Reactor 


: Switch Control 
Generators... and Controls 


H-VW-M Motor Generators designed especially for 

5 metal finishing operations are built in sizes up to 50,000 

amperes, and accessory equipment includes a full line 
of controls and control panels to cover any desired 
control function. Easy-to-maintain H-VW-M Motor 
Generators have exceptionally rugged and practical 
construction features insuring maximum performance 

| and life. Standard voltage ratings range from 6 to 50 
volts, and include the 18 and 24 volt units usually re- 
quired for sulphuric acid anodizing, plus the 40 and 50 
volt units used in chromic acid anodizing. Write today 
for 24-page Bulletin G-104, covering in detail all 
H-VW-M Generators. 


Remote Controlled 
Rectifier with 
Tap Switch Control 


Self-Contained 
Rectifier with 
Tap Switch Control 


transformers and saturable core reactors are used with 
or without supplemental controls to provide automatic 
voltage stabilization, automatic constant current as well 
as automatic programming. 

Write for Bulletin ER-108, which gives further infor- 
mation about Rectifiers and Controls, plus useful con- 
trol application suggestions. 


Motor Operated Tap 
Switch Control 


Continuously Variable 
Auto-Transformer 


15,000 Ampere, 6-Volt 
Generator Unit 


Automatic Anodi:ing 
Control Pane 
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upplies, Equipment and Services Add Up 
simplicity of Operation in Your Plant 


Automation in 
Metalfinishing— 

Full Automatic Conveyors 
with Dial-A-Cycle 


H-VW-M’s new DIAL-A-CYCLE system automates nine 
or more complete metalfinishing processes on a single 
anodizing or electroplating machine. This revolutionary 
by-pass mechanism can be used on any metalfinishing 
installation for anodizing, electroplating, or similar 
processing. It is especially useful and effects substantial 
cost reductions when a variety of parts requires several 
different processes or colors. 

DIAL-A-CYCLE, as the name implies, is controlled 
by a simple dial setting. The dial is mounted on the 
carrier arm that carries the parts through processing 
tanks. It is set by the machine operator for the process- 
ing steps through which each load of unfinished parts 
is to move. Automatic conveying then takes over, lower- 


Tanks and Equipment 


At H-VW-M—the plating and anodizing industry’s 
workshop—you'll find tank equipment for every phase 
of your work. For chromic acid anodizing, H-VW-M 
double electric welded unlined steel tanks are offered, 
along with steel coil equipment for cooling and heating. 
The entire system is H-VW-M designed, supplied and 
installed. For sulphuric acid anodizing, lead-lined steel 
tanks, plus the necessary cooling coils and air agitation 
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Workman “dials” desired cycle in refrigerator plant. Parts 
will by-pass or lower into baths as dial setting dictates. 


ing the parts into the required tanks and bypassing 
others. 

Different products, requiring different anodizing 
cycles, may be processed at the same time, with the 
same equipment. DIAL-A-CYCLE gives you new ver- 
satility while reducing operating, labor, and mainte- 
nance costs. Close, automatic control of transfer and 
immersion periods improves quality. 

DIAL-A-CYCLE is the newest of many types of con- 
veyors and equipment H-VW-M supplies to aluminum 
finishers. H-VW-M also design, manufactures, and 
installs return-type conveyors... elevator conveyors... 
straight-line conveyors ... and others. For a complete 
description of all types, write for Bulletin FA-105. 


assembly, are supplied. Tanks are fabricated from hot 
rolled steel, stainless steel, and aluminum. Other types 
of tanks are also available. Bulletin No. T-108 gives 
full particulars about this important H-VW-M equip- 
ment. Every conceivable type of auxiliary equipment 
is engineered and supplied, according to customers 
specifications, including a complete packaged refrigera- 
tion system for anodizing solutions. 


4 H-VW-M’s Engineering and Installation Service 


Anodizing problems of any kind? H-VW-M is pre- 
pared to set up your entire anodizing system from 
beginning to end—a system made up of components 
scientifically engineered to work together with ut- 
most efficiency. Because of this, and because of 
H-VW-M’s continuing research and development 
in every aspect of the anodizing picture, you can be 
confident that the recommendation you receive from 
H-VW-M is the very best. 

What’s more, if requested, H-VW-M sees to it 


that the equipment you buy is H-VW-M installed. 
This means perfect, efficient operation from the 
start. 

Add to this the fact that an H-VW-M technical 
representative—ready to serve you—is no further 
than your telephone. These representatives serve in 
principal cities across the nation. Get to know the 
one nearest you. He can help you get the most from 
your aluminum finishing equipment and supplies. 


TURN THE PAGE FOR ALUMINUM BUFFING AND CLEANING SUPPLIES 
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ALUMINUM BUFFING AND CLEANING SUPPLIES — 


Since aluminum came into its own after World War II, considerable 
H-VW-M research and development work has been devoted to the perfec- a 
tion of buffs and compounds suiting the unique physical characteristics of 
this popular light metal. When long-wearing H-VW-M Buffs are used in 
conjunction with H-VW-M compounds especially formulated for aluminum 
finishing, you have the perfectly balanced combination for economy, eff- 
ciency and quality performance. 


fy!) Nowhere will you find a 
AA wider selection of the buffs 
you need for preanodizing 
operations than at H-VW-M. 
Whether you're looking for a super-heavy-duty buff like 
new steel-centered Ruff-L-Buffs (which are available 
untreated, or Binderized® for extra long wear) medium 
duty buffs like Triplex Buffs, or a buff for medium-to- 
light service such as the Full Disc Buff, you need look 


Compounds 


For heavy duty cutting, 
H-VW-M Liquid Tripoli Com- 
pounds 303 and 420 were de- 
veloped, and are now widely 
used in the cooking utensil in- 
dustry. For the appliance, storm 
window, construction materials and automotive fields, 
H-VW-M’s new Liquimatic Liquid Compound No. 728 
has proved especially successful, giving excellent cut, 
while leaving the surface with deep, high color. 
H-VW-M Bar Compounds also find broad use in 
aluminum finishing. A variety of tripoli bar compounds 


Hand buffing 


Cleaners 


H-VW-M devotes constant research to the subject of 
cleaners in its search for ever better products in the 
aluminum finishing field. 

Matawan Cleaners are designed specifically to give 
superior results in soak cleaning, power spray opera- 
tions, oxide removal, and for special aluminum cleaning 


and etching operations. Of particular interest is ~ 


H-VW-M’s 85S Cleaner, which prevents scale forma- 
tion, thus keeping coil and tank walls scale free. This 
unusual aluminum cleaner leaves an extremely bright 
surface, and, because of its built-in regenerator, makes 
maximum effective use of caustic in the bath. 


PLATEMANSHIP | 


Your H-VW-M_ combination — 
of the most modern testing 
and development laboratory 
— of over 80 years experience 
in every phase of plating and 
polishing—of a complete 
equipment, process and sup- 
ply line for every need. 


SALES OFFICES: Anderson (Ind.) 
Boston * Bridgeport 


Grand Rapids Angeles 


& 3877 


‘using H-VW-M buffs, compounds. 


HANSON-VAN WINKLE-MUNNING COMPANY, MATAWAN, N. J. 
Plants: Matawan, N. J. * Grand Rapids, Mich. 
* Baltimore ¢ Beloit (Wisc.) 
* Chicago * Cleveland * Dayton * Detroit 
Louisville 
Milwaukee * New York * Philadelphia * Pittsburgh * Plainfield 
Rochester St. Louis San Francisco Springfield (Mass.) 
Utica * Wallingford (Conn.) 


no further than H-VW-M. The full H-VW-M line « so 
includes new Tufta-Flex Buffs (cloth tufts) and Sis il 
Flex Buffs (with sisal-centered tufts). 

Among this array you'll find the exact buffs for your 
aluminum finishing needs. Every one is characterized 
by first quality, uniform new material of close weave 
and good weight .. . tight sewing with heavy thread ... 
and proper balance. Write for 12 page Bulletin B-103, 
which describes H-VW-M’s entire buff line. 
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Automatic buffing by means of H-VW-M 
Licuimatic System. 

are offered in varying consistencies to meet all cutting 
requirements. For cut and color, special white com- 
pounds are available. And for high color, several new 
H-VW-M aluminum oxide compounds—No.’s 6-B-168, 
6-B-72 and 8390—give unusually good results. Write for 
Bulletin CO-103. 


In line with its desire to supply the exact cleaner for 
the job, H-VW-M offers its extensive laboratory facili- 
ties where circumstances demand a special cleaner. 

When you think of aluminum finishing equip- 
ment and supplies—think of H-VW-M_ first. 
Buying from one dependable source... 
H-VW-M ...means one company assumes full 
responsibility—your guarantee that you're get- 
ting the best .. . in products ... in perform- 
ance, in extra service. 
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roid 


Cam 


\wo axes, one at right angles to the 
other and having suspending means 
for the articles to be polished, plur- 
ality of alternate higher and lower 
sprockets journalled on the frame on 
horizontal axes, and a buffing station 
disposed substantially centrally of each 
jower sprocket and comprising a pair 
of juxtaposed, buffing drums journ- 
alled on substantially horizontal axes 
between which the articles to be buffed 
pass in a downwardly and then up- 
wardly inclined path, thus presenting 
continually varying work surfaces to 
be buffed by the drums, means for ro- 
tating the drums oppositely, corner 
sprockets for the chain journalled on 
the frame on axes disposed at right 
angles to the lower sprockets and 
means for driving at least one of the 
sprockets. 


Belt Contact Wheel 


U. S. Patent 2,765,594. Oct. 9, 1956. 
F. E, Hendrickson, assignor to Murray 
Ireland. 


belt-backing contact wheel for 
surface-finishing operations including 
in combination, a plurality of flexible 
sections each including a piece of 
heavy sheet material having a pair of 
mounting holes near one edge thereof, 
a wheel hub having circumferentially 
spaced members extending through 
said holes and supporting said flexible 
sections thereon with said one edge of 
each section innermost so that said 
sections extend out generally radial 
from said members and said hub. 


Vacuum Metalizing 


U.S. Patent 2.767.105. Oct. 16, 1956. 
J. Fletcher, assignor to National Re- 
search Corp. 


A method for producing an article 
having a lustrous diffuse appearance 
with a physically smooth surface which 
comprises the steps of applying to an 
article a base resin containing a dis- 
persed solid, the weight of said dis- 
persed solid being at least 40 per cent 
of the weight of the resin vehicle on 
a dry basis, completely curing the base 
resin to provide a gas-free matte sur- 
face, depositing aluminum on said 
matte surface by vacuum deposition to 
provide a diffuse aluminum finish, ap- 
plying a clear resin over the vacuum- 
deposited aluminum coating, and dry- 
ing said clear resin coating to provide 
a smooth protective surface over said 
diffuse aluminum finish. 
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Photosensitive Anodized 
Aluminum 


U. S. Patent 2.766.119. Oct. 9, 1956. 
M. L. Freedman and M. A. Levitin, 
assignors to Horizons, Ine. 


The method of producing an alumi- 
num base photographic plate capable 
of being stored in darkness without 
fogging of its photosensitive element 
and further capable of being developed 
by conventional photographic proced- 
ure, said method comprising impregna- 
ting the pores of an anodically oxidized 
surface of a metallic aluminum base 
element with an aqueous solution of a 
silver salt further containing a minor 
amount but between at least about 
0.1% and about 2‘¢ by weight of an 
organic hydrocolloid, so as to  uni- 
formly distribute said aqueous solution 
throughout the pores of the oxide coat- 
ing, bringing the thus-impregnated oxi- 
dized surface of the base element into 
contact with an aqueous solution of an 
alkali metal halide with the resulting 
formation of the corresponding silver 
halide in situ in said pores and distrib- 
uted throughout said pores, thereafter 
washing the thus-treated oxidized sur- 
face to remove any residual solution 
from the oxide pores, and drying the 
washed surface of the aluminum base 
element, all of said steps being carried 
cut in the absence of light which would 
reduce the silver compound to metallic 
silver. 


Electroless Nickel 
U. S. Patent 2.766.138. Oct. 9, 1956. 


P. Talmey, assignor to General Amer- 
ican Transportation Corp. 


The process of chemically plating 
with nickel a catalytic article essenti- 
ally comprising an element selected 
from the group consisting of copper, 
silver, gold, aluminum, iron, cobalt, 
nickel, palladium and platinum; which 
process comprises contacting said arti- 
cle throughout a time interval with an 
aqueous bath comprising nickel ions 
and hypophosphite ions, and regener- 
ating said bath only with nickel hypo- 
phosphite and another soluble hypo- 
phosphite and a soluble alkali, said 
other hypophosphite being selected 
from the group consisting of hypo- 
phosphorous acid and alkaline hypo- 
phosphites. thereby to minimize the 
introduction of extraneous ions into 
said bath and the consequent build-up 
of undesirable salts therein incident 
to the regeneration therof. 


Phosphate Conversion Coatings 


U. S. Patent 2,766,153. Oct. 9, 1956. 
W.S. Russell, assignor to Parker Rus: 
Proof Co. 


A composition for coating a metat 
of the class consisting of mild. steel, 
zinc and aluminum, comprising an 
aqueous acidic solution consisting es- 
sentially of phosphoric acid, water and 
a substituted heterocyclic amine phos- 
phate having the structure: 


wherein R is a_ substituent selected 
from the group consisting of hydrogen 
and hydrocarbon radicals having less 
than 7 carbon atoms and of the group 
consisting of alkyl, aryl and cycloalkyl, 
the pH of the solution being between 
about 3 and 6, said solution contain- 
ing at least .O1“ phosphate ion. 


Phosphate Conversion Coatings 


U. S. Patent 2.766.154. Oct. 9, 1956. 
W.S. Russell, assignor to Parker Rust 
Proof Co. 


A composition for coating a metal 
of the class consisting of mild steel, 
zinc and aluminum comprising an 
aqueous solution consisting essentially 
of phosphoric acid, water, and a sub- 
stituted heterocyclic amine phosphate 
having the structure: 


R 


wherein Rvis a ring substituent selected 
from the class consisting of hydrogen 
and hydrocarbon radicals having less 
than 7 carbon atoms and of the group 
consisting of alkyl. aryl and cycloalkyl. 
the pH of the solution being between 
about 3 and 6, said solution containing 
at least .01‘¢ phosphate ion. 


Plating Method 


U. S. Patent 2,766,194. Oct. 9, 1956. 
A. J. Certa, assignor io Philco Corp. 


The method of electrolytically treat- 
ing electrically conductive ferromag- 
etic articles, which comprises, subject- 
ing the articles to an electrolytic oper- 
ation while carried by magnetic sup- 
porting means upon which is provided 
a layer of loose electrically conductive 
ferromagnetic particles disposed to en- 
sure a conductive path between said 
articles and said supporting means. 
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Plated Aluminum Bearings 


U.S. Patent 2.766.195. Oct. 9, 1956. 

Ek. L. Combs, C. L. Faust and G. R. 

Schaer, assignors to American Brake 
Shoe Co. 


A method for producing tin-lined 
bearings having an aluminum-contain- 
ing bearing shell comprising, subject- 
ing the bearing shell to a cleaning step 
to remove dirt scums and the like, dip- 
ping the cleaned shell in a relatively 
weak sulfuric-oxalic acid solution com- 
prising a 10‘; sulfuric acid solution 
containing from about one-half to ten 
ounces per gallon of oxalic acid for a 
period of time not substantially more 
than about five minutes and at an ele- 
vated temperature not substantially be- 
low 100°F. to remove all traces of 
aluminum oxide from the surface of 
the shell, thereafter electroplating the 
cxide-free surface of the shell with a 
copper lining of a thickness not sub- 
stantially less than 0.0001 inch or sub- 
stantially more than 0.002 inch to pro- 
tect the oxide-free surface against fur- 
ther oxidation, and thereafter applying 
a tin lining to said copper lining hav- 


ing a thickness not substantially less 
than 0.0005 inch or substantially more 
than 0.001 inch to provide said bear- 
ing shell with a tin bearing lining. 


Iron-Chromium Bath 


U. S. Patent 2.766.196. Oct. 9. 
T. Yoshida. 


1956. 


An electrolytic process for the elec- 
of an 
alloy wherein an aqueous solution is 


tro-deposition iron-chromium 
used which contains per liter from 10 
to 63 grams of trivalent chromium, 
trom 5 to 40 grams of divalent iron, 
from 100 to 264 grams of free urea 
and an amount of sulfate radical at 
least. stoichiometrically equivalent to 
the total content of trivalent chromium 
and divalent iron contained in said so- 
lution, said trivalent chromium having 
a weight ratio to said divalent iron of 
more than 1.3, the molecules of said 
free urea existing in said solution sub- 
stantially without formation of com- 
plex ions therefrom, said solution hav- 
ing attained an equilibrium with re- 
spect to complex ions contained there- 
in by having been kept at a constant 
temperature between 25° and 55°C, 


Cleaning Magnesium Castings 


U. S. Patent 2,766,199. Oct. 9, 195, 
W. F. Higgins, assignor to Magnesiu 


Elektron, Ltd. 


A method of cleaning castings 
magnesium base alloys having mou. 
contaminants in the surface there 
which comprises removing said mou\ 
contaminants thereon by subjecting the 
said casting to anodic treatment whilst 
immersed in an aqueous solution con- 
sisting of ammonium fluoride. said 
ammonium fluoride being selected 
from the group of fluorides consisting 
of NH,F and NH,F.HF, said aqueous 
solution containing in quantity at least 
two per cent ammonium fluoride by 
weight of the water. 


Barrel Plating Cylinder 


U.S. Patent 2,766,201. Oct. 9. 1956. 
E. W. Luther, assignor to Underwood 
Corp. 


In electroplating equipment for use 
in a process wherein a tumbling drum 
contains an electrolyte and has cathode 
means, and a first batch of metallic 
articles is loosely confined and tumbled 
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ie electrolyte in said drum in con- 
with said cathode means for plat- 


the combination with said drum 
i) auxiliary container loosely con- 
ed in the drum for tumbling together 


f with said first batch of articles in said 
d electrolyte in contact with said cathode 
f means. said container comprising a 
d i body having porous walls of dielectric 
material for passage of electrolyte 
st therethrough. said walls defining an 
: outer surface and enclosing a hollow 
d ~ interior for loosely confining a second 
d } hatch of articles, a multiplicity of sep- 
arate electrically conducting elements 
95 : fixed to and passing through said walls 
at from the outer surface of said body 
y adjacent the first batch of articles, into 
said hollow interior adjacent the sec- 
ond batch of articles, said conducting 
: elements being held substantially uni- 
formly spaced throughout the entire 
d cuter surface and interior of said body, 
and means for opening said body, 
" whereby the second batch of articles 
‘ may be inserted or withdrawn from 
i said container and whereby said first 
“ and second batches are separated from 
d 


each other although plated together in 
said drum. 


Sand Blasting Apparatus 


U.S. Patent 2.766.557. Oct. 16. 1956. 
G. Pollard. 


Abrasive blast surface-treating ap- 
paratus comprising an open-ended 
hood, air-impermeable sealing means 
projecting outwardly from said open 
end for sealably engaging said hood 
with a surface to be treated, a nozzle 
mounted in the closed end of the hood 
and directed substantially axially of 
the hood for projecting a blast pattern 
centrally therethrough toward said 
open end, and reduced pressure dis- 
charge means communicated with said 
hood proximate to said open end seal- 
ing means, said closed end hood por- 
tion being provided with air-inlet open- 
ings radially spaced from said nozzle 
for admitting air into said hood con- 
centrically about blast pattern. said 
admitted air forming an air stream 
capable of flowing into said discharge 


means in substantially the same general 


"Schaffner Bros. make 


direction as blast particles rebounding 
from said treated surface. 


Apparatus for Mixing an Abrasive 
Powder with a Gaseous Carrier 
Under Pressure 


U.S. Patent 2.766.558. Oct. 16. 
R. B. Black. 


1956. 


\ device for mixing an abrasive 
powder with a gaseous carrier under 
pressure comprising a valve housing 
member having a conduit extending 
therethrough; an adjustable choke in 
the conduit: a connection for supply- 
ing the gaseous carrier to one end of 
the conduit; a connection for discharg- 
ing the mixture from the other end of 
the conduit: an abrasive powder reser- 
voir carried by said valve housing 
member; a passageway connecting the 
reservoir with the conduit on the inlet 
said of said choke; a passageway con- 
necting the bottom portion of the reser- 
voir with the conduit on the discharge 
side of said choke; all of said parts 
being constructed and arranged for 
movement as a unit: a plate flexibly 
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supporting said unit: said valve hous- 
ing member being provided with an 
arm extending outwardly in proximity 
to said plate; and means for vibrating 
the unit, said last means including a 
coil and a cooperating armature, one 
of which is carried by the arm and 
the other, by the plate, together with 
means for supplying a pulsating cur- 
rent to the coil. 


Drum-Type Pickling Machine 


U.S. Patent 2.766.562. Oct. 16, 1956. 
O. Ruthner. 


An improved pickling 
apparatus for removing rust and scale 


from coiled strips of metal. which com- 


drum-type 


prises a horizontaily disposed drum in- 
cluding two drum end walls and a 
drum shell projecting at both ends 
beyond the end walls, the projecting 
portions of said drum shell forming 
rims at the ends of said drum, at least 
three rollers for rotatably supporting 
said drum, said rollers operatively be- 
ing disposed within the edges of said 
shell with the upper portions of the 


chaffner 
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shell rims resting on the peripheries of 
said rollers, means for driving at least 
said rollers, pivotally 
mounted means journally at least one 


one of 


of said rollers whereby such roller is 
pivotally movable into or out of the 
range of rotation of the drum. 


Sealing Anodized Aluminum 


U. S. Patent 2,767,134. Oct. 16, 1956. 
K. Hampel, assignor to Jervis Corp. 


Process of sealing aluminum oxide 
coatings on aluminum or aluminum 
alloys which comprises heating an arti- 
cle having an electrolytically produced 
aluminum oxide coating for about fif- 
teen minutes in an aqueous solution of 
sodium nitrite within a temperature 
range of from about 160°F. to below 
the boiling point of said solution. 


Power Brushing Machine 
U. S. Patent 2.767.413. Oct. 23, 1956. 


W. G. Herrington, assignor to The 


Fuller Brush Co. 


Apparatus for removing scale from 
a face of a longitudinally extending 
thin sheet of steel which apparaius 


Available in grits... 


comprises in combination, means oy 
engaging the said sheet and for 4. 
vancing it longitudinally along a fi ed 
path, said means including an elor «a. 
ted frame arranged to pass the adva «c. 
ing sheet therethrough from end to 
end and also including a base p) ite 
carried by said frame and arranged {o 
support the sheet in a_ substantia‘|) 
horizontal position, a plurality of si:ii- 
lar elongated cylindrical brushes 
mounted on said frame in longitudi- 
nally spaced and transversely  offse; 
positions for simultaneous engagement 
respectively with a plurality of trans. 
versely narrow and transversely offset 
overlapping longitudinal zones of the 
said face of the sheet which brushes 
have radial metallic fibers and are ro- 
tatable about substantially horizontal 
axes which extend within a range of 
0° to approximately 5° to the direc- 
tion of longitudinal movement of the 
sheet, the axes of adjacent brushes be- 
ing transversely offset to an extent 
within the approximate range of 4°, 
to 7° of the diameter of the brushes, 
and drive 


means for rotating said 


brushes. 
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Alack Oxide Treatments on Steel 


Hofmann: Meitallwaren‘ndustrie 
Galvanotechnik. Vol. 45, No. 9, 


p. 432. 


lhe black oxide treatment is  suit- 
able for all the commercial ion and 
steel alloys. stainless steel cannot be 
treated by the process but a straight 
nickel-steel can. The treatment can also 
he given to parts which are subse- 
quently phosphated. The boiling point 
of the solution lies at 138°C. Correct 
hath composition will keep the boiling 
point at this figure; if it is lower, a 
longer processing time will re- 
quired. The immersion times for this 
bath are 5-10 minutes for a blacken- 
ing: 15 to 20 minutes for a pleasing 
deep black color: 25 to 30 minutes for 
good corrosion and wear resistance: 
and 35-45 minutes for special require- 
ments. 


Full details are given of the equip- 
ment and layout required to operate 
this black oxide treatment 
Electric heating of the black oxide 
treatment tank has been found to give 
good results and is usually preferred. 


process. 


Analysis of Nickel Baths 


M. Straschill: Metallwarenindustrie 
und Galvanotechnik. Vol. 45, No. 10, 
p. 494. 


The approximate nickel content of 
simple formulated nickel baths can be 
determined colorimetrically with Ness- 
ler tubes. Full details of the analysis 
are given. If appreciable amounts of 
iron, and particularly copper, are pres- 
ent, this method cannot be used. In 
this case, the nickel must first be preci- 
pitrated and the determination made 
only on the re-dissolved nickel preci- 
pitate. The sulfate determination is 
conducted in the usual manner by pre- 
cipitation with barium chloride. Lron 
is determined by precipitation and de- 
termined by the Rheinhardt-Zimmer- 
mann method or by centrifuging. Zinc 
in the bath is determined by precipi- 
tation as zine sulfide. The cadmium 
content in the nickel bath is determined 
in a similar manner to the zine deter- 
mination. The copper determination 
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can be conducted either by precipita- 
tion or colorimetrically. Full details 
are given of all these various analyses. 


Characteristics and Formation of 
Porous Oil-Retaining Chromium 
Coatings in Relation to Bath 
Composition, Deposition 
Constants and After 
Treatment 


R.  Bilfinger: Wissentschaftliche 
Berichte. Vol. 46, p. 5 (Berlin). 


In all chromium baths the current 
efficiency and plating speed as well as 
the hardness and structure of the chro- 
mium metal plated from different chro- 
mium baths is always a function of 
the bath temperature and cathode cur- 
rent density, and is independent of the 
composition of the chromium - bath. 
For every chromium bath, working 
diagrams can be prepared, from which 
the plating range and plating limits 
can be prepared in relation to the cur- 
rent density and temperature. 


It has been established by the author 
that, with constant current density, the 
transition from the mat-gray form to 
the bright structural form in chromium 
plating always occurs at the same bath 
temperature and, accordingly, there 
exists a transition point which is al- 
ways realizable for the change from 
the mat-gray modification into the 
bright modification. In a chromium 
bath with 250 g./l. CrOz, and 1% 
H.SO, based on the CrOs, with a con- 
stant current density of 50 amp./sq. 
dm. (about 500 amp./sq. ft.), for ex- 
ample, with a bath temperature of 
41.6°C. a bright chromium plate is 
produced, The position of this transi- 
tion point changes with the current 
density, and the temperature will be 
lower the smaller the applied current 
density. 

If a chromium plate is anodically 
etched in an alkali solution, then the 
observation is made that all coatings 
produced in the range of the bright, 
hard chromium plates, then consist of 
a network of fissures, while the mat- 
and milky-white coatings do not show 
this. It is shown that, with anodic or 
cathodic polarization of chrome de- 
posits, a network of cracks and fissures 
is produced and can only be developed 
if the chromium coating is deposited 
in the separation range of the bright 
hard chromium deposits within a tem- 
perature range of 35° to 70°C. 

Precise working conditions were 
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elaborated to ensure the formation of 
this network, with constant bath com- 
position, as a function of the bath 
temperature and working current dens- 
ity. The mesh width of the network 
produced is narrower, the lower the 
bath temperature or the lower the cur- 
rent density. With rising catalyst con- 
tent in the bath, the mesh width be- 
comes narrow. For producing a chro- 
mium plate with oil-retaining proper- 
ties, the chromium baths with a low 
catalyst content are preferable. The 
characteristics of the network are de- 
pendent on the nature of the catalyst 
present. The network of cracks from a 
sulfate chromium bath is wide meshed. 
The network of cracks from a fluosili- 
cate bath is extremely fine meshed. 
The network of cracks from fluoride 
baths is fine meshed. Increasing 
amounts of trivalent chromium or of 
foreign metal salts in the bath. such 
as iron, widen the network of cracks, 
and will finally suppress the crack 
formation. 

With anodic etching of the bright 
deposit in chromic acid or caustic 
soda, or with the cathodic polarization 
in sulfuric acid solution, the width of 
the cracks formed is a function of the 
current applied, in amp./sq. dm. 

With the above working data. it is 
possible to control precisely the forma- 
tion of the oil-retaining network of 
cracks in the chromium deposit, by 
regulating and controlling all the fac- 
tors concerned, as mentioned above. 


Electrolytic Cleaning of Passive 
Lead Anodes 


k. Lutter: Metallwarenindustrie und 
Galvanotechnik. Vol. 45, No. 9, p. 423. 


Platers are well acquainted with the 
difficulties in cleaning passive lead 
anodes. The practical method is gen- 
erally conducted by taking the anodes 
out of the bath at the week-end and 
bright-scratching with wire brushes. 
This, however, takes a long time and 
is a very tedious operation, as the 
non-conductive chromate formed is 
very hard. The author considers that 
quite often, with a bad-covering chro- 
mium bath, the trouble lies not with 
too-low a catalyst content but with too- 
large a passive anode surface. It has 
been found that the trouble most often 
happens at times of high production 
peaks when production interruption 
is least desired. 

To remove the coating of yellow-red 
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lead chromate from the anodes better, 
they are usually immersed in dilute 
hydrochloric acid, to soften up. In no 
case should the chromate coating be 
allowed to dry on, as this will make 
the subsequent cleaning difficult. 

A cleaning process was developed 
by the awthor which has been found 
to give very good results. The principle 
used is that the passive chromium 
coating is changed into the desired 
current-conducting dioxide form by 
electrolytic oxidation so that, in this 
form. the lead anodes can again be 
hung in the chromium bath. However. 
the lead dioxide formed can also be 
dissolved. The lead anodes to be clean- 
ed are hung in an alkaline electrolyte 
containing caustic soda and oxidized 
for 10-30 minutes at room temperature 
and 6-8 volts. The exposure time will 
depend on the thickness of the chro- 
mium coating and will be between 10- 
15 minutes. The anodes should not be 
taken out too soon. After this treat- 
ment. the anodes are again activated 
and after rinsing, hung in the chro- 
mium bath. They possess a dark-brown 
coating of lead dioxide. 


Chemical Polishing of the 
Yellow Metals 


H. Spaehn: Mitt. Forschungs Gesell- 
schaft Blechverarbeitung. No. 3, p. 25 
(1955). 


The author discusses the chemical 
polishing of brass and German silver, 
with special consideration of the prac- 
tical data of the process. As the bath 
is a mixture of conc. nitric, phosphoric 
and acetic acids, tanks must be made 
of stoneware, stainless steel or plastic 
clad. Suitable fume ventilating equip- 
ment must be installed, because of the 
toxic nitrous fumes produced. The au- 
thor instances a chromium plating lay- 
out as a suitable example of good fume 
venting. 

The reflection characteristics of 
chemically and mechanically polished 
surfaces are compared by means of 
two curves. The curves show that, with 
all angles of incidence of the light, the 
reflection is better with mechanical pol- 
ishing. As the chemical polishing gives 
a special structure, the polish should 
not be tested by the processes usually 
employed for measuring the reflection 
on mechanically polished surfaces. De- 
tails are given regarding the applica- 
tion possibilities of chemical polishing, 
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the alloys which can be treated, as well 
as practical details for conducting the 


process, 


Corrosion Protection of 
Aluminum by Natural or 
Strengthened Oxide Coatings 


D. Altenpohl: Metall. Vol. 9, No. 3. 
p. 164. 


A review is first given of the tech- 
nical literature on this subject. There 
is first shown a relationship between 
the oxide coating on aluminum and 
the potential behaviour of this metal. 
For practical corrosion behaviour, 
kinetic factors play a great role. The 
concensus is that aluminum may be 
regarded as corrosion resistant within 
a pH range of 4.5 to 8.5. This is the 
region of the stable oxide coating. It 
is pointed out that it is not only the 
hydrogen ions and OH ions which 
attack the oxide film, but that other 
cations and anions are able to dissolve 
the film. For example, aluminum is 
stable in aqueous ammonia solution 
but not in caustic soda solution. 

The reason for this is that the latter 
completely dissolves the oxide film 
while this is not the case with am- 
monia. The following characteristics 
are given for the solution capabilities 
of anions in this respect: 

1. What is termed the penetration 
capability which is governed pri- 
marily by the ion diameter; 

2. The solution capability for alu- 
minum oxide and aluminum; 

3. The oxidation characteristics: 

4. Coagulating action on the alu- 
minum oxide-hydrate. 

The growth of natural oxide films is 
then considered. The atmospheric oxide 
skin is a compact coating with a thick- 
ness of 30 to 50°A; the coating attains 
a thickness of about 100°A. An exam- 
ple of the artificially strengthened oxide 
coatings is the MBV process which 
produces oxide coatings which are 
some microns thick and contain about 
75% amorphous ‘aluminum oxide as 
well as 25‘% chromium oxide. It is in- 
dicated that, in the future, one may 
reckon on a greater use of the wash 
primers, which possess some advan- 
tages as regards lacquer keying on to 
the aluminum surface over the MBV 
process. 

In conclusion, there is given a tabu- 
lation of the corrosion behaviour of 
variously produced oxide coatings on 
pure aluminum in very dilute hydro- 
chloric acid. 
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Cadmium Plating 


Metallwarenindustrie und Galva o. 


technik. Vol. 45, No. 7, p. 331. 


Cadmium adheres firmly to sj 
and, as cadmium is a relatively sft 
metal, the coating is fairly ductile. 
Cadmium plate, accordingly. is being 
used more and more for coating nuts 
and bolts, etc. To provide the maximum 
corrosion protection on steel, the ob- 
jective is to produce a very compact, 
fine-grained, pore-free, bright deposit. 
Colloids added to the cadmium bath 
restrict the crystal growth and _ refine 
the grain size. Suitable colloids of this 
type are shellac, casein, tung oil ( wood 
oil), molasses, dextrine, sulfite waste 
liquor, sugar, sulfonated oils. The last 
is very frequently used, Turkey red oil 
being the medium employed. Gelatine 
is used sometimes and _ also 
metallic compounds. The colloid is 
used in the bath to the amount of about 
1%. 

The cathode efficiency amounts to 
about 85 to 95‘. It can be raised still 
further by an addition of about 40 g. (1. 
caustic soda. This also improves the 
brilliance and ductility of the cadmium 
plate. An advantage of the cyanide 
cadmium bath is that, with quite thin 
coatings of the order of 0.00025 in., 
pores are closed and sealed. The de- 
posit is also dense and smooth and 
coatings up to about 0.004 in. can be 
easily produced. The baths have good 
throwing power so that recessed parts 
present no difficulty. In general, the 
acid baths do not work as well as the 
alkaline cyanide baths and so are not 
much used, with the exception of the 
fluoborate cadmium bath. 


some 


The cadmium fluoborate bath, as 
with all such baths, is characterized by 
high anode and cathode efficiency, easy 
control and good bath stability. A 
clean, matt surface is obtained; in 
general, bright plate cannot be ob- 
tained from these baths. The cathode 
efficiency of the fluoborate cadmium 
bath is about 100%, which signifies 
that there is little or no hydrogen 
generation at the cathode, this is of 
extreme importance for the plating of 
steel parts, particularly springs which 
are very sensitive to hydrogen em- 
brittlement. However, in this connec- 
tion it must be born in mind that, al- 
though the danger of hydrogen em- 
brittlement can be avoided with the 
use of the fluoborate cadmium bath. 
this danger can still arise during the 
pretreatment of the metal prior to plat- 
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«. such as pickling and cathodic 
eaning for example. Consequently, 
ue precautions must be taken, as 
‘herwise the ware will already have 
sorbed the hydrogen before it passes 
nto the cadmium bath. Consequently, 
at least 16 hours should elapse after 
pretreatment, before plating. Pickling 
ihibitors will reduce hydrogen ab- 
-orption, but this can still occur if the 
metal is given a cathodic cleaning: 
here a short final anodic treatment 
after the cathodic, will serve to remove 
a great part of the hydrogen. 


Coloring Non-Ferrous Metals 


Vetalloberflaeche. Vol. 9, No. 10, B 
153. 

The bath used for coloring contains 
100-150 g./l. copper sulfate and 15 
g./l. potassium permanganate. The 
baths are used near the boiling point 
for copper, but heating is not necessary 
with zinc, cadmium, aluminum and 
alloys. Tin and lead color up a yellow- 
ish-brown in this bath. Darker colors 
can be obtained on these metals, but 
usually do not adhere well. Very good 
results are obtained with this bath for 
black coloring of zinc and of zine 
alloys. It is best to use a more dilute 
bath for zinc, an equivalent amount of 
water or twice as much being added to 
the above figure. A short dip is given, 
until the surface is covered with cop- 
per. The adhering solution is then 
allowed to act in the air, before rins- 
ing, until the copper deposit has black- 
ened, It is preferable to use copper 
nitrate instead of the sulfate for zinc 
metals, the bath being made up with 
about 15 g./l. copper nitrate and 2.5 
g./l. patassium permanganate. Cad- 
mium plated ware can be colored 
brown to a deep black with this bath. 

Aluminum can be colored in this 
bath, the nitrate bath being somewhat 
better than the sulphate. For black 
colors, a solution is used containing 
5-10 g./l. potassium permanganate and 
20-25 g./l. copper nitrate. The action 
is improved by the addition of 2-4 
ce./l. nitric acid. Nickel and_ nickel 
alloys, iron, and silver cannot be 
colored with this bath. 


Bright and Mat Nickel Plates 
Metalloberflaeche. Vol. 7, No. 1, B 7. 


Bright nickel plating baths are now 
used very extensively in industry but 
the bright nickel plate has one draw- 
back, this being that it has high in- 


LINEUP FOR 
TOP-QUALITY 
TROUBLE-FREE 


SILVER PLATING 


Yes, you can count on the best in plating 


results — from both a quality and a cost 
standpoint—when you do your plating with 


GET ACCURATE RETURNS 


FROM YOUR Rejfinings 


You make sure of accurate returns from 
your silver plating solutions and other 
precious metal scrap, sweeps and waste, 
when you send them to Handy & Harman. 
Scientific methods, skilled technicians 
and over half a century of experience 
assure the recovery of every bit of pre- 
cious metal value from every lot, large 
or small. Send us your next shipment 
and let the return speak for itself. 


HANDY & HARMAN 


SHIP REFININGS 
TO THE NEAREST 
OF THESE PLANTS 


WEST COAST CENTRAL 
3625 Medford St 
Los Angeles 63, Calif. 


Handy & Harman Silver Anodes. 


That’s because, regardless of form, all 
Handy & Harman Silver Anodes are 
999+FINE. This means 
fabricated of the same super-fine silver by 
an exclusive production process that main- 
tains highest standards of fineness, removes 
every trace of impurities detrimental to 
plating, and assures unvarying uniformity. 
Once you try them, we're confident you will 
join the long list of manufacturers who 
use Handy & Harman 999+FINE Silver 


Anodes exclusively. 


HANDY & HARMAN 


» GENERAL OFFICES: 82 FULTON STREET © NEW YORK 38, N. Y. 
Bridgeport, Conn. Providence, R.1. Chicago, Ill. « Los Angeles, Calif. Toronto, Canada 


that all are 


Ss. 
1900 West Kinzie St. 


Chicago 22, Ill. New York 38, N. Y. New York 36, N. Y. Conn. 


EAST COAST 
44 West 46th St. Bridgeport 1 425 Richmond St. 
Providence 3, R. 


82 Fulton St. 
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ternal stresses and is brittle. Where a 
ductile nickel is required, recourse 
must be made to the mat nickel bath, 
the nickel-rich Watts type baths being 
suitable for this purpose. There are 
also cases where it is not desirable to 
use the deposit from a bright nickel 
bath. This is because of the occlusion 
of non-metallic constituents in the 
nickel deposit and the consequent sup- 
pression of the development of the 
crystalline structure. This has peculiar 
results, so that, in certain cases, parts 
coated with a bright nickel plate, as 
for example bicycle bells, no longer 
give a full metallic ring. On the other 
hand, no trouble is encountered when 
they are plated in a mat nickel bath. 
Another case where bright nickel 
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plate cannot be applied is where a high 
electrical conductivity is required. 
Nickel is not as good an electrical con- 
ductor as copper or aluminum; these 
metals cannot however always be used 
in practice, In the electrical, radio, and 
similar industries, magnetic nickel 
coatings are required which must reach 
the maximum degree of conductivity 
attainable for this metal. This form of 
electrolytic nickel can only be obtained 
from the mat nickel bath. The current 
density, when nickel coatings of this 
type are being produced, must be held 
so low that as little hydrogen as pos- 
sible is co-deposited. Heating of the 
nickel parts for the removal of the 
hydrogen that is actually absorbed, up 
to over 100°C. is also advisable. 
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Repair Kit for Plating Barrels 


Frederic B. Stevens, Inc., Dept. MF, 
1800 Eighteenth St., Detroit 16, Mich. 


A complete new low cost repair kit 
for Plexiglass and Lucite plating bar- 


rels has just been put on the market. 
Repairs, using the new kit, are ex- 
tremely easy to make since the previous 
practice of applying layer after layer 
of fiberglass cloth has been eliminated. 
The new kit actually permits perform- 
ance of a simulated welding process, 
permitting an integral bond between 
1epaired area and the original barrel 


sections. 


Price for a complete kit, including 
sheet plexiglass. acrylic casting resin, 
catalyst and promoter components, 
ete., is $21.00. 
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Periodic Reverse Rectifier 


Sel-Rex Corp., Dept. MF, 155 Man- 
chester Place. Newark, N. J. 


A new rectifier permits periodic re- 
verse operations at output ratings 
greatly exceeding the 1,000 ampere 
single unit limitation of equipment pre- 
viously available for such applications. 
Developed in conjunction with Unit 
Process Assemblies, Incorporated, of 
New York City, who built the periodic 
reverse controls, it is said to eliminate 
the need for separating tank anodes 
and cathodes into cells of maximum 
capacities of 1,000-amperes each. 


This new rectifier is expected to be 
of special interest to companies doing 
heavy electroplating or electroforming 
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Recent Developments 
NEW METHODS, MATERIALS AND EQUIPMENT 
FOR THE METAL FINISHING INDUSTRIES 


where periodic reverse or “de-plating™ 
methods are used to eliminate nodules 
and other irregularities which tend to 
build up in such operations. It is re- 
ported that only one small control 
panel is needed at the plating tank, 
regardless of the total amperage of the 
installation, as compared to the split 
bus bars and other cumbersome tank 
attachments previously required by in- 
stallations exceeding 1,000-amperes. 


The standard Unit Process Assemb- 
lies 1,000-ampere periodic reverse unit 
is used in multiple sections. Voltage is 
regulated to within 27. A_ specially 
designed magnetic amplifier control 
circuit maintains a current balance be- 


tween units within 3%, thus enforcing 
periodic reverse units to function with- 
in their specified ratings, regardless 
of how many are connected in parallel. 


In addition to an appreciable sav- 
ings in initial expenditure and installa- 
tion costs, it is reported that periodic 
1everse rectifier installation affords 
greater versatility in that much larger 
single pieces can be electroplated by 
this method. 
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Glazer and Mirror Finisher 
Clair Mfg. Co., Inc., Dept. MP, 
Olean, N. Y. 


Model No. 402 glazer and mirror 
finisher for the cutlery and related 


METAL 


industries meets all requirements fo 
any surface finishing operation on 
blades or handles, flat or contoured, 
and can be converted to an “edger” in 
a few seconds. As a standard unit, it 


is available at a volume “package” 
price. 

The machine places strong empha- 
sis on safety and efficiency. Body con- 
tact with the emergency bar simultane- 
ously opens rolls, cuts motors and ar- 
rests all actuations. The work rack 
serves as a foolproof operating control. 
When withdrawn. the rolls open auto- 
matically; when properly and _ safely 
replaced in guide-ways, they close 
again. Any failure of the safety cir- 
cuit forestalls the closing action. 

Safety has been emphasized in the 
application of bar compound. Hori- 
zontal design assures maximum eflici- 
ency with minimum operating fatigue; 
40” waist level loading requires no 
hack bending, but allows perfect visi- 
bility and exceptional cleanliness. The 
rolls can be changed in two minutes; 
they float against controlled air pres- 
sures, ready to withstand forced open- 
ing without damage. 

All control and safety circuits are 
independently energized by low voll- 
age; the circuit junctions, starters, re- 
lays, solenoids, switches, circuit ad- 
justments, transformer, etc., -are  lo- 
cated in a central panel box. Visible 
flush mounted ammeter and _ pressure 
gauge permit accurate correlation of 
roll contact pressure by means of an 
adjustable automatic pressure regula- 
tor. 

Straight-line electro - hydraulic air 
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just set a dial... H"-WW:M DIAL-A-CYCLE 
does the rest! 


@ 


Industry’s Workshop for the Finest in Plating, Anodizing, and Polishing Processes * Equipment * Supplies 


FINISHING, Marv. 


METAL 


\ 


i 
| 
\ WA/ 
automate many different 
finishing operations 
simply in one ANODIZING 
or ELECTROPLATING machine! 


If you anodize or electroplate a number of 
different parts, each requiring a different 
treatment ... finish... or color—these many 
separate operations can be automated in one 
multiple-finish conveyor with H-VW-M’s 
remarkable new DIAL-A-CYCLE. 

HERE’S HOW IT OPERATES. As racked 
parts are loaded on each carrier arm, a 
dial on the carrier is set for the particular 
cycle the load is to go through. Automatic 
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pe sets DIAL-A. CYCLE on automatic anodiz- 
ing machine in leading refrigerator parts plant. 
Carrier automatically by-passes or lowers parts into 
tanks as the dial setting dictates. 


conveying does the rest, lowering parts into 
the proper tanks, by-passing others, accord- 
ing to the dial setting. 


As simply as that, unusual savings are real- 
ized in production time ... labor ... capital 
investment. Like to know more? Write 
today for facts about how DIAL-A-CYCLE 
can go to work in your plant! Hanson-Van 
Winkle-Munning Company, Matawan, New 
Jersey. Offices in principal cities. 


Pec 


— 


Ry 


PLATEMANSHIP — Your H-VW-M combination— 
of the most modern testing and develop- 
ment laboratory—of over 80 years experi- 


ence in every phase of plating and 
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polishing — of a complete equipment, 
process and supply line for every need. 
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wearing 
parts. The new model is efficient be- 


actuations eliminate rapidly 


cause hydraulic and air actuations are 
completely flexible as to speeds and 
magnitudes, All operating adjustments. 
wheel or hand cranked, can be made 
without stopping the machine. 
Sensifive air floating action of rolls 
assures uniform contact 
gardless of taper. The rolls are open 
as the work is placed in the machine. 
Predetermined maximum contact pres- 
sure can be applied without fear of 


pressure re- 


localized burning or damage to blade 
tips. 

In conjunction with preloader lay- 
out jigs, the quick acting work racks 
can be loaded with a full batch of 
cutlery in one second. The operator 
has both hands free at all times to 
handle the racks in and out of the 
machine. 

The unit is powered with two 10 h.p. 
spindle motors and one 2 h.p. hy- 
draulic pump motor. The overall width 
is six feet. Overall height. exhaust 
hood included, is 53’. Operating depth 
with full 14” stroke: 74”. The installed 
weight is 4,100 pounds. 
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Anodizing Rack 


Robe Inc., Dept. MF, P.O. Box 206. 
Springfield, Va. 


An all-titanium anodizing rack with 
a high degree of adjustability to adapt 
it to different types of anodizing jobs 
is made of “Z” sections spot welded to 
a base section to provide a series of 
grooves. In these grooves titanium 
“fingers,” which act as contact points, 
can be moved and fixed in any posi- 
tion. The unique design makes the 
racks suitable for use in anodizing 
parts of widely varying shape and size. 

Use of titanium provides a rack that 
is not appreciably attacked by most of 
the chemical solutions encountered in 
anodizing. In particular, hot solutions 
of caustic soda and of brite-dip (phos- 
phoric acid plus nitric acid plus water) 
have little or no effect upon titanium. 
In addition, costly stripping of racks 
between cycles is eliminated since the 
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FEDERATED PRODUCTS FOR THE PLATING SHOP 


ANODES: 
Copper anodes in all shapes and forms; lead anodes, including 
the famous Conducta-Core; zinc anodes, tin anodes, tin-lead 
anodes, cadmium anodes, brass anodes, silver anodes. 


NICKEL SALTS: 


Produced by ASARCO under constant quality control that 
assures full nickel content and identical plating characteristics 
from every lot. 


PLATING ADDITION AGENTS: 


Cadmax for still or barre! cyanide cadmium plating; Zimax in 
liquid or powder form; Nimax for low cost bright nickel! plating. 


FEDERATED products: 


Aluminum, Babbitts, Brass, Die Casting Metals, Fluxes, Lead and Lead 
Products, Magnesium, Plating Materials, Solders, Type Metals, Zinc Dust 
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You get better performance 
every time because Federated 
Plating Materials are 


COMPETITIVELY TESTED! 


All performance tests conducted by Federated are competitive 
in order to prove that plating materials sold under the Federated 
name not only work, but work better! 


At ASARCO’s Central Research Laboratory no Federated product 
is approved for sale until it has been thoroughly tested against 
competitive products. It must contain specific advantages or a 
better combination of properties. If it doesn’t, it isn’t ready for sale. 


This policy of testing competitively has resulted in many 
superior plating supplies. Among them are Conducta-Core lead 
anodes, which have greater throwing power, yet last three or four 
times as long as other lead anodes. Cadmax, addition agent for 
cadmium plating: Zimax, for zinc plating and Nimax, a nickel plat- 
ing brightener, are other recent examples of Federated products 
developed and formulated to do a better job at lower cost. 


The next time your Federated field representative stops in to 
visit you, ask him about competitive testing. Let him show you 
how the products he represents will actually work better. It will 
benefit you. 


Division of 


AMERICAN SMELTING AND REFINING COMPANY 


120 Broadway +: New York 5, N.Y. 
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protective film which forms on titan- 
ium continues to conduct electricity. 
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Belt Polisher 


Hammond Machinery Builders, Ine., 
Dept. MF, 1601 Douglas Ave.. Kala- 


mazoo. Mich. 


The Special Model 50 combination 
abrasive belt grinder offers low cost 
grinding. polishing and deburring. It 
is also the answer to eliminating cost- 
ly hand-filing and troublesome finish- 
ing of contour, inside and hard-to-get 
surfaces that cannot be reached by 
regular wheels. 

All the various methods of employ- 
ing abrasive belts are available. free 
belt. contour, plate, and contact wheel. 
It is recommended for ferrous and 
non-ferrous metals, as well as plastics, 
ceramics, wood, rubber, glass, ete. 

Each abrasive belt can be used in 
the vertical or the horizontal position. 
Abrasive belts from 1” to 214” wide 
are used and 42” to 60” long. with 
V-belt drive from 1 HP to 2 HP motor. 
The unit can also be furnished with 
built-in dust collector requiring no 
additional floor space. 
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Speed Reducers 


Rampe Mfg. Co., Dept. MF. 14915 
Woodworth Ave., Cleveland 10, O. 


A low cost speed reducer for frac- 
tional horsepower motors offers an 
inexpensive solution to the problem of 
obtaining speed reduction ratios of 
15:1 to 3600:1. Available from stock 
in the ratios of 15:1 to 60:1. these re- 
ducers may be paired in 14 different 
combinations to produce the additional 
ratios indicated. The unit combines a 


8] 


| | 
| 
| | 
[ 
A. 

& 

r AY 

4a 

* 

‘ 
at 
Ss 


POWER CONVERSION UNIT 


SELENIUM RECTIFIER 


Provide completely automatic, low cost a-c to d-c power con- 


version in one single package — save valuable floor space. 


SYNTRON Power Conversion Units contain heavy duty Selenium 
Rectifiers and automatic voltage regulation. Operation is instantaneous. 
They are able to withstand high overloads for short, infrequent periods 
without damage. Designed to meet the rigid industrial power requirements 
— rated for continuous duty. 


SYNTRON Power Conversion Units have a record of proven depend- 
ability, low operating costs, high efficiency and long life. They are compact 
and easy to install. 


SYNTRON Power Conversion Units can solve your d-c power prob- 
lems economically and efficiently. SYNTRON’S years of experience are 
available to you. ; 

Builders of Quality Equipment for more than a Quarter-Century. 

Write for complete catalog data — FREE! 
 SYNTRON COMPANY 


Homer City, Penna. 


723 Lexington Avenue 
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precision molded nylon gear with a 
precision machined steel worm. 

Bearings are of sintered bronze. Any 
model can be furnished with eithe: 
solid or hollow low-speed shaft. Mold. 
ed polyester case is designed for 
rough duty. Size of unit: 2-9.” wide. 
1-30” deep, 3-3.” high. 
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Chelating Agents 


Mona Industries, Inc., Dept. MPF. 
P.O. Box 1786, Paterson 17, N. J. 


A complete line of Monaquest se- 
questering, chelating and complexing 
agents is now available in commercial 
quantities, 


The materials are used primarily for 
water softening, but their characteris- 
tics make them suitable for use in al- 
most any industry where it is necessary 
for alkaline earths and heavy metal 
ions to be arrested or sequestered. 
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Rubber Repair Kit 


General Industrial Co., Dept. MF, 
5740 N. Elston Ave., Chicago 30, Ill. 


This new material is claimed to be 
suitable to repair rips, worn spots and 
tears, as well as to fill actual holes or 
build up and mold to contour various 
damaged objects made of rubber. 


Chem Rubber-Fix, which vulcanizes 
without heat or pressure and surpasses 
government requirements for tensile 
strength and elongation, is stated to 
be the equal of heat vulcanized rubber 
in every respect without the use of 
the usual special molds and expensive 
equipment. It can be molded to any 
permanent shape, thickness or contour 
before curing, then grooved or buffed 
after curing, just like a heat vulcan- 
ized repair. The chemical vulcanization 
starts the instant one combines the tan 
and black putty. Excellent adhesion 
and wear characteristics make it the 
ideal material for permanent vulcan- 
ized repairs on anything made of rub- 
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\ cement is also available for 
ding it to metal surfaces 


‘he complete kit containing 1 Ib. 
) of tan and black putty plus 1! pt. 
vid vuleanizer is sold at an indus- 
| net price F.O.B. Akron, Ohio of 
6.00. 
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small-Seale Ultrasonic Degreaser 


Ramco Equipment Corp., Dept. MF, 
1373 Lafayette Ave., New York 59, 
N.Y. 

The DV-18 is a compact, small- 
scaled duplicate of large ultrasonic de- | 
vreasers. This bench model can be used | 
in engineering institutions, colleges, 
chemical testing laboratories and even 
for continuous production work. 


The work area is 9” x 9” x 6” high 
with a capacity of 100 lbs./hr. mini- 
mum. Overall size is 33” x 15” x 24” 


high: total weight 75 Ibs. 


This unit comes complete with all 
accessory equipment to insure absolute 


Top View 


DV-18 
Ultrasonic Degreaser 


precision work. Construction is stain- 
less steel throughout and it features 
thermostatic control, filter, manual 
spray, copper cooling coils, stainless 
heater and solvent recovery system. 
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Ultrasonic Transducers for High 
Temperature 


Acoustica Associates, Inc., Dept. 


MF, Glenwood Landing, N. Y. 


Two new transducers are designed 
for use in high temperatures environ- 
ment, (i.e.—irradiating high tempera- 
ture solutions, metals), for developing 
high amplitude ultrasonic motion, and 
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TYPICAL 
APPLICATIONS 
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CORROSION-RESISTANCE, 
PAINT BASE on 
ALUMINUM and MAGNESIUM 


EASE OF USE—Iridite is a simple chromate conversion 
treatment. Fast, easy, economical. You just dip, brush 
or spray it on the part at room temperature. No spe- 
cial equipment. No specially trained personnel. 


OUTSTANDING PERFORMANCE—Forms a film that is an 
integral part of the metal itself. Can’t flake, chip or 
peel. Takes paint firmly on initial application, and the 
bond lasts. Even protects areas scratched in use. 


LOWEST COST—You have only minimum equipment 
cost, no special racks, high speed operation, lower 
overall handling costs. 

CHOICE OF APPEARANCE—Clear coatings that retain 
metallic lustre to dark, maximum protection coatings. 
A variety of colors is available by dyeing. 


IRIDITE + 14 and = 14-2 (Al-Coat) for ALUMINUM 


Two specially formulated finishes that give you maxi- 
mum latitude in aluminum treatment. Both provide 
excellent corrosion protection and paint base. Iridite 
#14-2 is an improved product that allows greater 
flexibility in operation and coating thickness and pro- 
duces the optimum in corrosion protection. 

Either coating provides corrosion resistance superior 
even to complicated electrolytic treatments in a frac- 
tion of the time. These coatings also offer many other 
valuable characteristics: they have low electrical re- 
sistance, they aid in arc-welding, provide a good base 
for bonding compounds, have no effect on the dimen- 
sional stability of close-tolerance parts. Final appear- 
ances ranging from clear through yellow iridescence to 
full brown can be obtained. By dyeing, you can pro- 
duce red, green, blue, orange or yellow finishes. 


IRIDITE + 15 for MAGNESIUM 


Produces a protective, paint base film with corrosion 
resistance at least equal‘to that obtained from long, 
high-temperature dichromate treatments in a fraction 
of the time and at room temperature. The appearance 
of the coating can be varied from light brown to dark 
brown and black. 
APPROVED UNDER GOVERNMENT AND 
INDUSTRIAL SPECIFICATIONS 


SEE FOR YOURSELF WHAT IRIDITE CAN DO... SEND SAMPLE 
PARTS FOR FREE PROCESSING. Look at the results, test the pro- 
tection, evaluate the savings. Also write for handy Reference 
File of the most complete data published on chromate conversion 
coatings. Or, for immediate information, call your Allied Field 
Engineer. He's listed under “Plating Supplies” in your classified 
phone book. 
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for many other cost savings industrial 
applications. 

Featuring internally biased, water- 
cooled, 400 watt average-—1.600 watt 
peak power magnetostrictive driving 
elements operating at 25 kilocycles per 
second, these highly stable transducers 
can be driven singly or in groups by 
rated standard ultra- 
sonic generators from 400 watts to 10 
kilowatts and above. 

The Model AT-1,600 B on the left 
features a cylindrical stainless steel 
coupling slug measuring 2” OD x 4” 
long. A water cooling jacket integral 
with the transducer cooling system ex- 


appropriately 


tends up 2” to the nodal point where 
the slug is supported at the point of 
zero motion, This cooling allows the 
transducer to be used with the emer- 
gent face directly in contact with li- 
quids at temperatures up to 900°C. 
Alternatively, the emergent face may 
be used as a vibrating platform for 
ultrasonic soldering and welding oper- 
ations. 

Model AT-1,600 C on the right fea- 
tures a tapered stainless steel amplitude 
multiplier having an emergent face 34” 
OD fitted with a tapped hole. This unit 
may be used for many different kinds 
of ultrasonic work where large peak-to- 
peak amplitudes are required. 
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Hoist Pans 


Lord Chemical Corp., Dept. MF, 
York, Pa. 


New welded hoist pans to expedite 
loading of chips and other media range 
in capacity from 4 to 14 cu. ft. All are 
fabricated from 10-gage sheet steel 
and fitted with either rollers or roller- 
bearing wheels. Balanced yoke at top 
provides for crane or hoist hook. 


“Lorco” Model 11 hoist pan will transport up 
to 1,400 Ib. of fused aluminum oxide chips to 
the finishing barrel. 


To secure a chip load, the pan is 
placed under gate of storage bin. Gate 
is lifted, admitting chips of selected 
size into the hoist pan. If a mixture of 
chips is desired, the pan is rolled from 
bin to bin until the proper sizes and 
amounts have been obtained. Pan is 
then lifted by hoist and carried to the 
barrel. Its load of chips funnels down 
a chute at front end through the bar- 
rel door. which should be protected 
by loading guard. 

Model 4. capacity 4 cu. ft.. will hold 


a load up to 500 lb. of fused aluminum 
oxide chips. Length 43 in., width 24 in.. 


The plate always streaks and bub- 


bles in this deep groove. We're 
not getting all the buffing com- 
pound out, even tho we dumped 
the electrocleaner just yesterday 


ES 
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And only 5 ounces a gallon at 160°? 
We'll give it a whirl... Say, 

Al, how'd you learn 

so much about plating? 


work for 
Pennsalt, | had to jf 
learn not only your jf 
problems but the 
problems of the 


| 
drawing shop, the § y 
paint shop, the por- 


i celain enamel boys, 
the aluminum fabri- 
cators — everybody 7 


on metal.” 


who uses chemicals 
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wht 13 in. Model 6.5, capacity 6.5 

. ft. will hold a load up to 800 Ib 

' fused aluminum oxide chips. Length 

width 19 in., height 15 in. 

Model 11, capacity 11 cu. ft. will 
hold a load up to 1.400 lb of fused 
afuminum oxide chips. Length 81 in.. 
width 27 in., height 14 in. One pan 
will fit under Lorco 323 barrel. two 
pans under Model 348. 

Model 14, capacity 14 cu. ft... will 
hold a load up to 1,800 lb of fused 
aluminum oxide chips. Length 81 in.. 
width 33 in. height 14 in. One pan 
will fit under Lorco 330 barrel. two 
pans under Model 360. 
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Demineralizer 


Penfield Mfg. Co., Inc., Dept. MF, 
19 High School Ave., Meriden, Conn. 


The new T-20, SR-L system solves 
the problem of distribution of high 
purity water by purifying it at the 
points-of-use, at rates up to 40 gph. 
The mono-column units used for this 
purpose eliminate all danger of metal 
contamination by having all their wet- 
ted parts of plastic construction. 

Operating costs remain exceptionall, 


low because the mixed-bed cation and 
anion resins used in the units are not 
thrown away after they are exhausted, 
hut are regenerated quickly and easily 
by the SR-1 Regenerator, an in-plant 
component of the new demineraliza- 
tion system. 

Here’s how the system works: 

l. accordance with whatever 
schedules appear desirable. the canis- 
ters of mixed bed resins in the units 
are removed and replaced with stand- 


by canisters of fresh resins. This re- 
placement step takes less than 2 min- 
utes and an exclusive ball-check, in- 
suring one-direction flow. prevents 
any dripping during the canister re- 
moval operation. 

2. The exhausted canisters are next 
taken over to the regenerator where 
the contents of seven such canisters 
can be regenerated at one time by a 
single operator who needs only to pre- 
pare the acid and caustic solutions and 
turn a sequence time switch. The ex- 
hausted resins are separated, regene- 
rated, reloaded into their canisters, 
rinsed and tested, all semi-automati- 
cally. 

3. The entire regeneration process, 
including reloading the regenerated 
resins into the seven canisters and test- 
ing the purity of effluent, requires only 
an hour and a half. Thus one regener- 
ator —- which includes separating and 
regenerating columns, acid and caustic 
tanks. eductors and all necessary 
valves and piping in one compact unit 
—can handle the regeneration require- 
ments of a large number of units sup- 
plying ultra-pure water at point-of-use. 
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Gotta hunch. I'll bet Al 
Pope from Pennsalt 
can beat this. 


Al, your service is aS good as your 
products. We weren't getting anywhere 


with that buffing gook till | let Pennsalt 


work on it. 


3 Penn Center 
Phila. 2, Pa. 


Name 


g think we can get these shells perfectly , 
clean...and save you money besides, 
by letting you run your tanks cooler. 

I'll check our Whitemarsh lab. 


Please send me information on Pennsait 
(j metal cleaners [| phosphate coatings 
cold-working lubricants. 


Remember— nobody knows more about metal proc- 
essing chemistry than Pennsalt. Even if your trouble 
may not seem to involve your Pennsalt salesman, call 
him in anyway. Or write 

Metal Processing Dept. 427 
Pennsalt Chemicals 
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Company 


Street 


City 


_ 


Zone State 
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PACKER-MATIC 


THE PACKER MACHINE COMPANY e MERIDEN, CONN. 


Pioneer Manufacturers of Automatic Polishing and Buffing Machines 


72/Circle on Readers’ Service Card 


PACKER-MATIC completely auto- 
matic polishing, buffing and deburring 
machines are engineered to meet the 
demands of modern mass production 
methods for speed, economy and 
efficiency in finishing operations. 


Whether you handle long production 
runs, short odd lot jobs, or a mixture 

of both, PACKER-MATIC is the 
machine for you. Let Packer’s engineers 
help you meet your finishing require- 
ments for faster, low cost polishing, 
buffing and deburring with more uniform 
results. Send blueprints or sample parts 
and we will show you how to speed 
up production and cut costs with a 
PACKER-MATIC. 


Temperature Controller 


H. O. Trerice Co., Dept. MF, 1420 
W. Lafayette Blvd., Detroit 16, Mich. 


A new mercury actuated, air oper- 
ated indicating temperature controller 
is available in two basic types, “on- 
off” fixed high sensitivity, or “propor- 
tional band.” The new controller can 
be changed from direct to reverse act- 
ing, or vice-versa, without tools. The 
fixed high sensitivity controller is nor- 
mally used on batch type processes, 
where “on-off” valve cycling is satis- 
factory, usually where there is a large 
demand or load, and small supply. It 
can be used efficiently on a wide range 
of industrial applications. The “pro- 
portional band” type offers throttling 


36 


control for continuous flow processes, 
where cycling and over-shooting can- 
not be tolerated, and is particularly 


adaptable to applications having va | 
able time lags and capacities, ad 
where load changes are not frequent p 

Specifications: wall mounted cas | 
aluminum case with bottom. outl. 
Standard ranges to 800°F. and 
nished with 5 ft. heavy, flexible bron:e 
connecting tubing, 34” N.P.T. chrome 
plated union fittings. and stainless ste: | 
bulb for liquid immersion. 
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Low-Cost Plating Filter 


Sparkler Mfg. Co.. Dept. MF, Mun- 
delein, Ill. 


The above manufacturer announces 
the availability of an inexpensive, new 
500 g.p.h. plating solution filter, com- 
plete with pump. motor, and suction 
and discharge hose. A simplified, new 
construction principle allows the filter, 
called the Plater’s-Pal, to be sold for 
only $295. The unit is sold only 
through plating suppliers. 


The unit handles all acid and cya- 
nide solutions except chromic acid and 
high chloride nickel. Though com- 
pletely enclosed, all operating parts are J 
easily accessible and can be inspected 
without dismantling the filter. Because 
only clean solution flows through the 
pump, there is no excessive pump wear. 
All solution is reclaimed. The filter 
can be cleaned and put back in opera- 
tion in 10 minutes, it is stated. 
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Deburring Machine 


Metal Parts Sales Co., Dept. MF, 
165 Delancey St., Newark, N. J. 


The “Reciprotron” is designed for 
deburring, polishing, micro inch fin- 
ishing and generating radii on ma- 
chined parts. The reciprocating action 
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a. the machine operates on the prin- 
wid 'e of fixturing parts in racks, which 
; placed into quick releasing rack 
ders. The fixtures and parts are re- 


\ »rocated by two self lubricating driv- 
shafts powered by a 3 H.P. motor 
vith an adjustable variable speed of 
ie 4) to 380 strokes per minute. A pan 
-ontaining the proper abrasive or pol- 
shing media and solution raises to 
submerge the reciprocating fixtured 
parts in the media for a predetermined 
running cycle (usually from one to 
7 ten minutes). The pan raising mecha- 
nism is equipped with a safety feature 
which employs a magnetic slip clutch 
to control excessive pressure and pre- 
vent distortion on the parts as the pan 
ui and media rise to cover the fixtures. 
The company claims that the pri- 
ai mary advantages of the machine are 
a its unique fixturing design which pre- 
ie vents marring and nicking of the parts, 
ne the speed with which the parts can be 
"a deburred and finished, and eliminating 
ie the necessity of unloading and loading 
, media, water and compound after each 
cycle. 
ya- The Model 50 is fully automatic, 
nd ff measures 94” x 36” x 84” and has a 
m- § shipping weight of approximately 2.- 
are 400 Ibs. Size of machine may be varied 
ied to custom specifications. The control 
ise panel is completely wired to J.1.C. 
the fl specifications and only air, water and 
ar. 


power connections are required. The 
ter machine is ideally suited for automated 


ra- production and it is said one operator 
can handle three machines of this ca- 
pacity with minimum effort. 
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ip Hollow Cone Pattern Spray 


Nozzles 


Spraying Systems Co., 
or Bellwood, IIl. 


The new Hollowjet spray nozzles 
offer an unusually wide range of ca- 


Dept. MF, 


IMMERSION HEATERS 


FAMOUS THROUGHOUT 
THE PLATING INDUSTRY 
For Quality, Efficiency, Low Cost Operations 


OVER 100,000 INSTALLATIONS 
For alkaline or acid heating jobs, you can depend on 
CLEPCO ELECTRIC IMMERSION HEATERS 


CLEPCO STEEL and STAINLESS HEATERS 
will meet all your specific needs. 
Low Heat Density — Long Life — Vapor-proof junction Box. 


SEND FOR COMPLETE INFORMATION 


CLEVELAND PROCESS COMPANY 


1965 EAST 57TH STREET * CLEVELAND 3, OHIO 


SPRAYINES 
SYSTEMSn 
COMPANY 

/2 


pacities from 1.5 gpm to 1,100 gpm, 
all with a relatively small diameter 
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spray pattern. At 40 lbs. pressure these 
nozzles produce a spray with a 30 de- 
gree spray angle. The spray nozzles 
are made in pipe connection sizes from 
i,” to 5” in brass, steel and stainless 
steel. 

These nozzles were designed for a 
wide variety where 
concentration of the pattern area is 


of applications, 


necessary. 
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Barrel Zine Brightener 


Smoothex Corp., Dept. MF, 
Briggs Road, Cleveland 11, O. 


10705 


A new zinc brightener, under the 
trade name of Zinc-Kote, is being in- 
troduced to the plating industry for 
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improved quality barrel plating of 
small parts at lower cost. When added 
to a bath, it produces brilliant zine de- 
posits on the entire surface of all the 
parts being plated. Time is saved and 
production is speeded because bright 
plating is done directly from the bath 
to eliminate subsequent bright dipping. 

The clése-grained, thick zine de- 
posits that are formed assure an excel- 
lent underseal for finishes and protects 
the parts from rust and corrosion. A 
good foundation is also provided for 
chromate finishing and phosphating. 

Because of the wide current density 
range, uniform zinc deposits are 
claimed to be made on all parts within 
the barrel. Plating current ranges from 
60 to 90 amperes per square foot, it 
is said, depending upon the type of 
work being processed. 

Bright zine is produced consistently 
with the simplest control. Because it 
is a non-metallic addition agent, it is 
compatible and effective in all zinc 
barrel It has exceptional 
adaptability, offers maximum throwing 
power and unusual staying power to 
make zinc barrel plating more depend- 
able. 


solutions. 
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Wet Blast Unit 


The Cro-Plate Co.., 
747 Windsor St.. 


Inc., Dept. MF, 
Hartford. Conn. 


A new, extremely versatile wet blast 
unit is adaptable to the deburring of 
small machined components; cleaning 
tubes: 
finishing of men’s jewelry items such 


of stems on. electronic satin- 


by the abbot 


ing a shirt. 


material. 


hardened steel. 


“Burnishing is a lot like iron- 
It presses and 
smoothes the surface of the 
For centuries, 
jewelers, engravers and other 
craftsmen have done the 
same thing to metal surfaces 


with hand burnishers of 


NOTHING BURNISHES LIKE 
STEEL BALLS AND SHAPES 


“Abbott Burnishing Balls and 
Shapes duplicate the action of hand 
burnishing tools . . . they roll- 
down minute surface imperfections 
and reduce porosity.’ 


“Today, we mass-produce the same fine burnishes with Abbott 
deep hardened steel Burnishing Materials. Made in six scientifically 
designed shapes, they’re unsurpassed for giving stampings, castings 
and other parts a truly burnished finish. Used in the famous Abbott 


Vertical Barrel, 
operations.” 


they save dollars and hours in metal finishing 


WANT YOUR COPY OF THE NEW ABBOTT 


BURNISHING BROCHURE? 


THE ABBOTT BALL COMPANY 


1052 New Britain Avenue + Hartford, Connecticut 
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WRITE TODAY! 
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as cuff links; cleaning of sparkplug. - 
stripping wire ends; ete. 


Operated from a sitting positio. , 
the operator picks up the parts to |» 
done, loads them (2 at a time) int, 
the 2 gasketed bays at the top of th» 
cabinet and depresses the foot swite': 
to blast. Guns within the cabinet ma) 
be fixed in position, rotated or stroke: 
if necessary. The unit in the photo- 
graph shows an air cylinder used for 
a lateral stroking motion. 


Masks may be fitted in the work 
loading bays for the protection of areas 
of the work-piece not requiring blast- 
ing or to achieve decorative, contrast- 
ing bright and satin finishing. 
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All Plastic Vaned Duct Section 


Haveg Industries, Inc., Dept. MF. 
900 Greenbank Road, Wilmington, Del. 


A vaned 90 degree elbow has been 
developed for incorporation in corro- 
sion resistant fume duct system. They 
can be made available for rectangular 
and circular systems to cut down turb- 
ulence and speed flow for any angle 
turns. Manufactured exclusively of 
polyester glass reinforced plastic these 
ducts are said to offer a high corrosion 
resistance with extreme light weight 
construction, Field assembly by means 
of bolted flanges (as in duct section 
shown) or by field welds is said to 
provide erection ease and speed greater 
than for metal ducts of similar size 


and capacity. Net installed cost is 
claimed to be lower than for any other 
system offering comparable corrosion 
resistance. 
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Abrasive Blast Cabinet 


yelone Sandblast Equipment, Dept. 
fF. 42 Clara St., San Francisco, Cal. 


A new sandblast cabinet may be 
used either with its adjustable mount- 
ed blast unit or with a trigger-con- 
trolled hand blast gun. 

It permits fast production runs that 
lend themselves to sandblasting by 
mounted blast units, yet the hand gun 
can be used by the same operator when 
he has angles and crevices which are 
awkward to do with any fixed unit. 

The mounted unit may be raised or 
lowered to more conveniently blast 
the object. and it may be raised out 
of the way when the hand gun is used. | 
The blast action of the mounted unit | 
is controlled instantly by a stop-and- | 
start foot valve. 

The triggered hand gun. originally | 
developed for use by the Navy, is op- | 
tional equipment with this cabinet. | 
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Desmutting Agent for Aluminum 


| 
| 
Cleanite Products, Dept. MF, 2649 | 
Bristol Pike, Cornwells Heights, Pa. 
| 

| 


Cleanite 8 is a granular product used 
to desmut aluminum after etching. It | 
is also used to remove the dark oxide | 


insure maximum bath life and rapid 
desmutting. 

Stainless steel (316), lead lined, 
Koroseal, or plastic tanks are used. 
The product is dissolved in cold water 
and used at room temperature or tem- 
peratures up to 120°F. Air agitation 
is helpful in dissolving and mixing the 
fresh bath. 
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You are invited 
film after cleaning in a non-etch type | to consult our 
aluminum cleaner. The special activa) | engineering staff 


ting salts in this product are stated to | bout your fin- 
ishing problems. 


AY... BOX 180, MAPLE ROAD EAST BIRMINGHAM, 
Polishing, Buffing, Grinding, Filtering Equipmen 


automatically cuts your costs. 
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THE NEW VERSATILE 
NON - DESTRUCTIVE 
COATING - THICKNESS 

TESTER 


Unit Process Assemblies, Inc., pioneers in non-destructive testing and specialists in 
electronics for metal finishing, offer their latest DERMITRON D-2 with these features: 


@ Measures plated coatings on steel, brass, @ Available with FOUR measuring probes for 
copper, zinc die-cast, aluminum, nickel- —§ extra-wide thickness ranges from thin to 
sitver, bronze and other metals; also nickel thick deposits. 


on steel, 
: @ Special probes can be provided for measur- 


ing on internal diameters, small diameters 
and otherwise inaccessible areas. 


@ Measures anodize and hard-coat on alumi- 
num and magnesium; also paint, porcelain, 
organic coatings on non-ferrous metals. 


@ Only %” circle area required for measure- 


@ Measures metal coatings on plastics, ceram- ment. 


i Hi terials. 
a e@ You get fast, accurate, direct readings plus 


@ Sorts or matches metals and alloys. versatility and portability. 


Write for latest brochure and questionnaire to help solve your thickness testing problems. 


UNIT PROCESS ASSEMBLIES, INC. 


61 East Fourth Street » New York 3, N. Y. 
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no need to drain and flush the meter 
for periodic shutdowns just to protect 
the gearing. All wetted parts are either 
Type 316 stainless steel or special cor- 
rosion-resistant non-metallic materials. 
Choice of dise and stuffing box mate- 
rials depends on the liquid being 
metered. 

Capacity of this 1-14 in. meter 
ranges from 20 gpm. minimum to 100 
gpm. maximum for most liquids. It is 
available with a. choice of direct-read- 
ing, ticket-printing or Auto-Switch reg- 


Stainless Steel Liquid Meter 


Neptune Meter Co., Dept. MF, 19 
West 50th St., New York 20, N. Y. 


Based on the highly accurate posi- 
tive displacement principle, with only 
one moving element exposed to the 
liquid, this new stainless steel meter 
now makes it possible to obtain close 
metered control over corrosive solu- 
tions and chemicals which must be 
| kept pure. 


Meter casing and measuring cham- 
ber are Type 316 stainless steel. The 
gear train is mounted outside the 
meter casing and is completely isolated 
from the liquid. Because of this, the 
meter has only one moving part ex- 


posed to the metered liquid. There is 


90 


isters. In the latter, an electric switch 
is automatically actuated when a pre- 
determined quantity of liquid has been 
delivered. This switch can be used to 
operate valves, pumps, signals, agita- 
tors, etc., in automatic batching or 
processing operations, 


METAL FINISHING, 


NEPTUNE 


Registers can be calibrated for U. S. 
gallons, pounds. Imperial gallons, 
liters, and other units. Calibration ad- 
justments are easy to make when ne- 
cessary to meet changing conditions of 
temperature, specific gravity, etc. Once 
set, the positive-locking adjustment 
mechanism cannot slip or “drift.” 
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Protective Skin Preparations 


Otis Clapp & Son, Inc., Dept. MF, 
439 Boylston St., Boston 16, Mass. 


Sanchia silicone protective skin prep- 
arations are said to have a smooth 
consistency; long-lasting effectiveness; 
and a nearly neutral pH, adjusted to 
normal skin acidity. 


The cream will repel moisture and 
irritants, while remaining non-toxic, 
inert, and non-sensitizing. It is also 
claimed to prevent lost time due to 
industrial dermatitis. 
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Automatic Tank Selector 


Mason-Neilan, Dept. MF, 60 Na- 
hatan St., Norwood, Mass. 


A new automatic tank selector sys- 
tem has been developed for controlling 
the filling of storage and settling tanks. 
The system uses a pneumatic circuit. 
with a_ selector-controller and_ level 
transmitters directing operation of 
pneumatic fill valves. The system is 
said to be extremely accurate, reliable 
and economical. 


In operation, the selector-controller 
automatically senses the liquid level! 
of each tank in the system through the 
level transmitter and then automatic- 
ally opens the fill valve if tank requires 
filling, or automatically cycles to nex! 
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if filling is not required. This is 
scanning operation which can be 
‘inuous or intermittently cycled as 
jed. requiring only one second per 
k. Each circuit can handle up to 
lve tanks and two or more selectors 
be connected in series to control | 

, number of tanks. | 


fhe basic selector-controller is stur- 
dily built with easy connection of in- 
put and output signals. Unit is  re- 
motely installed for centralized control. 
Reliability is emphasized all- 
weather construction and components, 
ample power for positive selector posi- 
iioning and built-in protection against 
simultaneous draining and __ filling. 
Scanning is normally automatic, and 
has visual indication of operation. 
Complete flexibility in operation pro- 
vides for use with two or more tanks 
in any combination. 
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the best 
in the 
business... 


UTLEY 


BURNISHING - TUMBLING 
and CLEANING COMPOUNDS 


Rutley compounds are expressly developed to meet the specialized 
needs of the metal finishing industry. Specialized know-how is the 
intangible ingredient that makes Rutley compounds outstanding for 
quality and performance. They meet the highest standards for metal 
cleaning, burnishing and tumbling. This specialized know-how is 
just one of the many reasons why Rutley compounds do their work 
faster and better at less cost. 

If you have a special problem why not let a Rutley technician help 
you solve it. For further information write for Rutley Bulletin H-2 


BURNAMITE 
Finest Quality 

BALL BURNISHING and 

TUMBLING FORMULA 


producing superior color, lustre 
and finish on Zinc Die Castings 


I 
i 
GLOW 

New Liquid i 
BURNISHING COMPOUND 
i 

i 

4 

i 

i 


assures highest quality finish on 
Aluminum, Zinc, Brass and Steel 


DC-102 
REVERSE ELECTRO CLEANER 
Specially prepared formula for 
Zinc Die Castings, Brass, Steel 
and White Metol. 
One of a series of ‘“*Rutley-—Toons.” 


8'4x11 reproduction FREE on request. 
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Low cost is also one of the most 
attractive advantages of the new auto- 
matic tank selector. The system re- 
quires only one control valve, and one 
level transmitter for each tank, plus the 
ene selector-controller unit for every 
twelve tanks. 
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Stainless Steel Rotary Pump 


Eco Engineering Co., Dept. MF, 12 
New York Ave., Newark 1, N. J. 


A low-capacity, self-priming positive 
displacement pump in 304 molybde- 
num-free stainless steel is now avail- 
able for immediate delivery. With cor- 
rosion-resistant materials of construc- 
tion, this pump is suited for labora- 
tory, pilot plant and production opera- 
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packing or a fluid Teflon stuffing box 
seal, both of which are designed to 
prevent air ingress into the pump. 
This reversible, positive displace- 
ment pump, with its twin rotors, pro- 
duces a linear, non-surging flow. Ca- 
pacities are to 10 g.p.m. and pressures 
to 75 p.s.i. Higher pressures can be 
obtained by multi-staging. Pumps are 
available in all conventional types of 
mountings and with electric motor, air 
motor, pulley and chain drives. 
90/Circle on Readers’ Service Card 


tions involving corrosive and hazard- 


ous fluids that are chemically affected 


by molybdenum - bearing _ stainless 
steels. Chemically inert Teflon impel- 
lers and bearings are standard equip- 
ment in the pump. A choice of stuffing 
box assemblies includes plastic Teflon 
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Henley & Co., Inc., Dept. MF, 27 
Spruce St., New York 38, N. Y. 


Hapomit, an abrasive belt cleaner 
of West European origin, is now avail- 
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How to 
IMPROVE YOUR PLATING OPERATIONS 


with BRIGHT NICKEL 


TO OBTAIN THIS DEPOSIT USE THIS SEYMOUR BRIGHT NICKEL PROCESS 


*Type Solution Active Method Deposit 
BRIGHT S Warm Yes Still Decorative 
Still Decorative 

BRILLIANT NC Warm Yes eal Specification 
Still Decorative 

ULTRA BRILLIANT CK Warm No heal Specification 
NORMAL NICKEL R Cold - Barrel Decorative 
BLUISH TINT NR Cold Barrel Decorative 
DEEPER BLUE RS Cold - Barrel Decorative 


(*) For best results use these solutions with SEYCAST 99% cast | 


anodes. Write for SEYMOUR bulletins giving complete details. 


SEYMOUR BRIGHT NICKEL PROCESSES efficiently deposit on steel and 
ferrous alloys, on brass and nonferrous alloys and on zinc-base alloys which 
have been previously copper-plated. 


They give you these important features: — 


@ GREATER THROWING POWER to successfully plate deeply recessed | 


articles. 


@ HIGH DUCTILITY (in all but the “CK” process) which permits further 


fabrication after plating. 


@ MINIMUM OF CONTROL with easy operation and freedom from 


hydrogen pitting. 


@ SAVINGS in time and money because active surfaces require no 
reactivation, cleaning or wiping before chrome plating. 


THE SEYMOUR MANUFACTURING CO. 


4 FRANKLIN STREET, SEYMOUR, CONNECTICUT 
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able in this country. This new hand 
tool is designed to restore the cutting 
power of clogged abrasive belts, ana 
increases their useful life by 30% 


When gradually applying the hand 
brake, the rotating steel wire-brush 
takes all waste material out of even 
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heavily clogged belts in a few seconds. 
The belt cleaner is low-priced (about 
$13) and makes the use of abrasive 
belts more economical. 
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Valve Actuators 


Fulton Sylphon Div., Robertshaw- 
Fulton Controls Co., Dept. MF, Box 
400, Knoxville 1, Tenn. 


A complete line of all-metal actua- 
tors for control valves for use under 
difficult conditions are designed for 
both pneumatic and hydraulic control 
systems. 

The new actuators are available 
with suitable valves as complete con- 
trol units, or as additions to existing 
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valve installations. Some are designed 
to function either “air to open” o: 
“air to close” and are easily reversible 


in the field. 


For use in highly corrosive atmos- 
pheres. one model is manufactured 
with stainless bellows and stem. Its 
frame is made from cold rolled steei 
which has been cadmium plated. It is 
available in three ranges of signal 
pressures: 3 to 15 p.s.i.; 6 to 30 p.s.i.. 
and 9 to 45 p.s.i. Possessing a maxi- 
mum thrust of about 3,000 pounds, 
the actuator is compact in size, meas- 
uring 17,°,"" in length and 8°,” in di- 
ameter. One unit, available “air to 
close” only. is fabricated complete!s 
of stainless steel. 


The line of actuators also includes 
smaller models and those for use in 
less critical situations. 
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Fluid Transfer 


Vac-U-Max Sales Co., Dept. MF. ! 
Montgomery St., Belleville 9, N. J. 


Vac-U-Max Tank Kit offers a simple. 
fast and safe means of pick up and 
transfer of fluids into standard sealed 
drums or larger tanks. It will fill a 55 
gallon drum in less than 90 seconds. 
Solvents and chemicals for reclaiming 
or disposal are safely handled without 
explosion or other hazard. The unit is 
completely portable and easily moved 
from drum to drum. The device uses 
a simple aerodynamic principle with 
no moving parts. Compressed air pass- 
ing through a jet venturi creates a con- 
stant high-suction vacuum. This unit is 
mounted on a float chamber housing 
an overflow cut-off. 
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TANK IT 
MODEL TK-? 


When mounted on a standard drum, 
the flanged tube with neoprene gasket 
fits neatly into the smaller (%4”) bung 
opening and the joint is sealed by the 
gasket without requiring a threaded 
connection. A 2” elbow is provided 
which. when screwed into the larger 
(2”) bung. makes a connection for 
the suction hose, Adapters for 2”, 
114”. 1” or 34” hose are available. 
The same unit, or slight modification 
of same. may be easily adapted for use 
on larger tanks of virtually any capac- 
ity. 

The high vacuum developed in the 
unit, (up to 16” high) produces the 
same vacuum in the drum or tank, into 
which the fluid is drawn. When nearly 
full. and fluid level reaches the end of 
the connecting tube, a small amount is 
siphoned through the tube to the float 
chamber. The overflow cut-off valve is 
actuated. breaking the vacuum and the 
fluid in the chamber drains back into 
the drum or tank filling it to the top. 
The unit can then be removed for 
reuse. Special units can be furnished 
for handling corrosive or gaseous 
fluids. 


Standard units are also available 
for use on standard 30 and 55 gallon 
open top drums for handling solid 
materials or wastes, sludges, metal 
chips or powdered and granular mate- 
rials, 
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Stainless Steel Thermostat 


Fenwal Inc., Dept. MF, Ashland. 
Mass. 


For corrosive applications, a new 


the END FIRST! 


The industry's newest plant — 
| an incentive system that pays 
off on quality production. And 
every batch checked to be 
double sure it meets our extra- 
high-quality shipping stand- 
ard. You'll see the difference 
when you start using BFC 
Chromic Acid. Why not—soon? 


KEEP CONTAINER CLOSED 
100 


268 Doremus Ave., Newark 5, N. J. * 2014 E. 15th St., Los Angeles 21, Calif. 


BETTER FINISHES & COATINGS, INC. Hak 
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thermostat is fabricated entirely from 
316 stainless steel. For additional cor- 
rosion resistance, all exterior joints are 
heliare welded. Because of its special 
construction, the stainless steel Therm- 
oswitch tnit, model 18000-26, is espe- 
cially suited for service in 5 per cent 
H.SO, at temperatures up to 120°F. 
(or in higher concentrations at lower 
temperatures}, acetic acid vapors, hal- 
ide solutions, alkaline solutions, and 
other materials to which 316-type stain- 
less is resistant. 

The unit is supplied with coupling- 
head mounting having a 15-14 pipe 
thread for direct threading into a tank 
or pipe wall. Contacts open above the 
control setting. Control temperatures 
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are adjustable over a range of -100 to 
+ 400°F.. and short-time overshoot by 
as much as 100 degrees will not affece 
reliability. Current rating is 10 amp., 
115 volts AC. or 2 amp.. 115 volts DC. 


The cartridge is %, in. in diameter, 
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It’s still around, Sonny, but you can’t see it. It’s broken up too fine. 


That’s the way it is with oil, grease, drawing compounds, 
stamping compounds, and other soils removed from metal parts 
in a tank of... 


No Scum on the cleaning tank to foul cleaned metal coming 
out. Clean it with Cowles NS Soak Cleaner and it stays clean. 


SOAK 
CLEANER 


For more information about the emulsifying power of Cowles 
NS Soak Cleaner for soak-tank cleaning before plating, 
enameling, other finishing... 


Send this coupon for Technical Bulletin. 


Cowles Chemical Company 
7014 Euclid Avenue 
Cleveland 3, Ohio 


Please send Cowles NS Bulletin 


Name 
Company. 
Address. | Chicago, Ill. 
Sewaren, N. J 
tate. ° 
City | Skaneateles Falls, N. Y. 
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and has an immersed length of 3 in. 
The thermostat will control within 2°F. 
in a well-designed system. 
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Milton Nadel Becomes General 
Manager of Certified Plating Co. 
Milton Nadel has recently been ap- 
pointed general manager of Certified 
Plating Co., a division of Berkeley In- 
dustries, Jersey City, N. J. For the 
past ten years Mr. Nadel has served 
as supervisor of metal finishing for 


Berkeley. Prior to that, he was general Milton Nadel 


manager of the plating division of Aj 
lantic Aircraft in Long Island, Ney 
York, and previously to this he wa 
associated with Special Chemical 
Corp. and J. B. Williams & Co. i: 
New York. 

Mr. Nadel is an active member o} 
the A. E.S., having served as president 
of the New York Branch for many 
years. Certified Plating Co., located 
at 500 Grand St., Jersey City, N. J., is 
specially geared for the mass produc- 
tion chromium plating of tubing, wire 
goods, and flat stock, utilizing fully 
automatic plating lines to serve vari- 
cus industries. 


Gumm Chemical Appoints Clark 
Frederick Gumm Chemical Co., Inc., 


538 Forest St., Kearny, N. J., manufac- 
turers of Clepo cleaning and stripping 
compounds, announces the appoint- 
ment of Charles B. Clark to represent 
them in the Western New York terri- 
tory. Mr. Clark’s address is 1329 Cal- 
kins Rd., Pittsford. N. Y. Phone: 
Hillside 5-2203W. 


Officers Named at 
Lea Mfg. Co. 


At the annual Lea Mfg. Co. stock- 
holders and directors meeting held on 
February 26, 1957 the following ofli- 
cers and directors were named: 

Earle W. Couch — president and as. 
sistant treasurer. 


Richard P. Crane —- senior vice- 
president. 

Henry L. Kellner — vice-president. 

William D. Starr — treasurer and 


assistant secretary. 

Ellsworth T. Candee — secretary. 

Marion G. Lynch — controller. - 

Other executive personnel are: D. 
F. Mosher, vice-president and manager 
of Lea-Michigan, Inc., Detroit, Mich.; 
Kergan Wells, secretary and manager 
of Lea Mfg. Co. of Canada, Ltd., 
Scarborough, Ont.; Frank Anderson, 
managing director, Lea Mfg. Co. of 
England, Ltd., Buxton, Eng. 


Alpha Plastics Appoints 
Six New Distributors 


Alpha Plastics, Inc., Livingston, 
N. J., manufacturer of rigid polyvinyl 
chloride pipe, announces the appoint- 
ment of six stocking distributors who 
will carry the firm’s line of pipe, fit- 
tings and valves. 

In carrying the entire line, the new 
distributors, Mayer-Malbin, Astoria, 
L. I., N. Y., John Wilfert, Inc., Brook- 
lyn, N. Y., Ward Bros. Mill Supply, 
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wkport, N. Y., J. Heller & Sons, 
.ewark, N. J., Keenan-Cashman, Bay- 

me, N. J., and Missouri-Kansas Sup- 
ply Co., Kansas City, Mo., will be able 
‘0 offer a complete PVC package for 
liandling corrosive fluids. 


Hartwell Names MeCulloch 
Representative 


J. S. McCulloch, Jr. of Baltimore, 
\d.. is a newly-appointed representa- 
tive for H. N. Hartwell & Son, Ince.. 
Boston, Mass. He will be the firm’s ex- 
clusive agent in New Jersey, Eastern 
Pennsylvania, Delaware, Maryland and 
Virginia. 

Mr. McCulloch attended the Plastic 
Fabricating Institute at the Bolta Co. 
in Lawrence and is well qualified to 
advise and consult on the application 
and installation of PVC. He brings to 
the company many years of experience 
in dealing with corrosion problems in 
industry and is available to companies 
in his territory for advice in corrosion 
control. 


Changes at Carborundum 


William B. Summers, The Carborun- 
dum Co.'s coated abrasives field sales 
manager on the Pacific Coast, has been 
iransferred in the same capacity to the 
Cleveland-Pittsburgh districts. He suc- 
ceeds F. M. Mansbery who resigned to 
accept the position sales manager for 
Kolcast Industries, Inc., Cleveland, 
Ohio. 

Summers will work out of the com- 
pany’s offices in Cleveland and Pitts- 
burgh and will direct coated abrasive 
sales activities in both districts. He 
was educated in the public schools of 
Buffalo and Canisius College, Buffalo, 
and obtained wide production experi- 
ence in the aviation industry from 1940 
to 1944. After a hitch in the U. S. 
Marines he joined the company in 
1946 and has progressed from sales 
engineer to senior sales engineer, dis- 
trict sales engineer, to coated abrasive 
field sales manager in the Pacific Dis- 
trict. 


Gumm Appoints Fusco to 
Additional Territory 


Frederick Gumm Chemical Co., Inc., 
538 Forest St., Kearny, N. J., manufac- 
turers of Clepo cleaning and stripping 
compounds, announces the appoint- 
ment of Albert G. Fusco to represent 
them in the Southern New Jersey ter- 
ritory; he will continue to represent 
Gumm in New York City. Mr. Fusco’s 
address is 48 Alden Ave., Valley 


a TRIAL BAR 


STAINLESS STEEL 
BUFFING 
COMPOSITION 


OUTSTANDING FOR 
CUT AND COLOR IN 
ONE OPERATION WITH 

SISAL BUFFS 
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Stream, L. I., N. Y. Office phone: RE 
2-0677. Home phone: Curtis 5-9750. 


Albert G. Fusco 
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Leonard Sax Elected President 
of American Buff Co. 


The election of Leonard Sax to the 
office of president has been announced 


by the American Buff Co., Chicago. 


With broad experience in the prac- 
tice of law and public accounting, Mr. 
Sax came to the company in 1946. 
Starting with basics, he familiarized 
himself with manufacturing operations 
and procedures in all departments, 
learning the business thoroughly. His 
close work with the sales force kept 
him abreast of the practical problems 
of the metal finishing trade. At the 
time of his election as president, Mr. 
Sax was secretary-treasurer of the 
firm. He will now direct the activities 
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Model 955 


A NEW MODEL... 
to solve your plating thickness problems! 


Here’s the New Model 955 . . . the answer to your plating thickness problems . . 
a single instrument with a wider application than most other methods. And in addition, 
human error is virtually eliminated . . . operation is simple and automatic . . . readings 
are direct .. . accuracy 90-95% .. . results are reproducible . . . average test requires 
about one minute. 


NEW Calibration feature ensures “long term” accuracy! 


The accuracy of a thickness test can be no better than the accuracy of the method used. 
The Kocour Electronics Thickness Tester Model 955 gives you direct readings with an 
accuracy of 90-95%. Furthermore, with the new Calibration feature used in conjunction 
with Kocour Thickness Standards, you can not only check the accuracy, but calibrate the 
instrument to automatically correct slightly high or low readings. In addition any mal- 
functions due to a defective component will be indicated. Don’t risk the quality of your 
product any longer . . . get the details on the New Model 955 today! 


Ask for a demonstration or 15-day Free Trial! 


KOCOUR 


Pioneers in Control for the Plating Industry 


4802 S. ST. LOUIS AVENUE 
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CHICAGO 32, ILLINOIS 


of the firm’s three plants from the 
Chicago office on South La Salle St. 


Leonard Sax 
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Behr-Manning Co. Names 
Merrill a Vice-President 


Henry R. Merrill, since 1955 general 
sales manager of Behr-Manning Co. of 
Troy, N. Y., a division of Norton Com- 
pany, has been appointed vice-presi- 
dent in charge of sales. 


Merrill has been a director of the 
coated abrasives ‘and pressure-sensitive 
tape manufacturing firm since 1954, 
and serves also on the directorate of 
Behr-Manning (Canada) Ltd. Born in 
Glens Falls, N. Y., he was graduated 
from Phillips Exeter Academy and, in 
1929, from Yale University. He joined 
the firm in 1930 and rose through var- 
ious sales assignments until his ap- 
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Henry R. Merrill 


ointment in 1953 as assistant general 
p 
sales manager. 


Cleanite Products 
Appoints Distributor 


Cleanite Products, Inc., of Philadel- 
phia, announces the appointment of 
Textile Chemical Co. of Reading, Pa. 
as distributors of their chemical spe- 
cialities in the four state area of Penn- 
sylvania, Maryland, Delaware and New 
Jersey. Textile will handle the com- 
plete line of alkaline cleaners, pick- 
ling acids, paint strippers, etchants, de- 
oxidizers, rust inhibitors and emulsion 
cleaners, and maintains warehouses at 
Front and Spruce Sts. in Reading and 
at 1409 Germantown Ave. in Phila- 
delphia. 


Formation of Plastic Coating 
Firm Announced 


Formation of a new industrial plastic 
coating firm, Polykote, Inc., with pro- 
duction facilities and offices at 877 
Addison Road, Cleveland, 3. Ohio, is 
jointly announced by James R. Jones, 
Jr., president, and The R. W. Renton 
& Co. This company was formed by 
the purchase of the existing coating 
facilities of Renton with the intention 
of expanding industrials protective 
coating services in hot and cold dip 
plastisol, vinyl sheet linings, epoxy, 
urethane and Neoprene coatings. 


Associated with Jones are Bob Ren- 
ton, president of The R. W. Renton 
& Co., and K. M. Keller, president of 
Keller Products, Inc., Division of The 
Macco Chemical Co. 


Prior to this business venture, Jones 
was with The Claremont Pigment Dis- 
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James R. Jones, Jr. 


persion Corp. and Ferro Corp., having 
been associated directly with sales and 
manufacturing as experienced in the 
plastic industry for the past seven 
vears. He is an individual member of 
The Society of Plastic Industries and 
an active member of The Society of 
Plastic Engineers. 


Parker Announces Appointments 


The following appointments to the 
force of Parker Rust 
Proof Co, were announced recently. 

D. A, Golby and J. E. Lewis have 
been assigned to the South Central Re- 
gion office with headquarters in Cleve- 
land. Mr. Golby will live in Pittsburgh 
and cover accounts in that area. Mr. 
Lewis will cover accounts in northern 
and central Ohio. 

W. N. Jones has been transferred 
from the research and development de- 
partment to the sales department, 
where he has been assigned to the 
Cold Forming Division. He will be 
operating out of the Detroit Office. 

R. E. Covert has been assigned to 
the Central Region office with head- 
quarters in Detroit. Mr. Covert will 
cover accounts in Detroit and its en- 
Virons, 


sales-service 


Stanley Chemical Appoints 
Sales Manager 


Valentine B. Chamberlain, Jr., has 
been appointed sales manager of The 
Stanley Chem. Co., a subsidiary of The 
Stanley Works, located in East Berlin, 
Conn., succeeding Arthur B. Sherry, 
who resigned. 

Mr. Chamberlain, who joined The 
Stanley Works in 1941, has been as- 
sistant sales manager in charge of na- 
tional accounts. He had been a sales 


PRODUCT OF THE MON 
KLEM-FILM 


A new vinyl plastic protec- 
tive coating that can be 
sprayed or brushed on paint 
spray booths. This new 
product, “Klem-Film,” can 


be peeled off, removing 
paint deposit with it and 
leaving the booth clean. It 
offers several other advan- 
tages. (1) It dries extremely 
fast. (2) It is white in color, 
providing reflective light in 
the booth. (3) It will not 
support combustion when 
dry. (4) It has unusual ten- 
sile strength, peeling off in 
large sheets and speeding 
the job. (5) It does not lose 
its elasticity even when sub- 
jected for a long period to 
heat as high as 290°F. 
“Klem-Film” can be applied 
to other equipment than 
spray booths to protect 
them in use and in storage. 


WRITE FOR THE 
KLEM CATALOG, TODAY 


14401 Lanson Avenue 
Dearborn, Michigan 


YOUR SURFACE FINISHING 
PROBLEMS . . . can be solved by 


Klem engineers. Our complete lab is 
equipped to duplicate almost any indus- 
trial situation, determine the cause of 
difficulty and suggest the formula and 
procedure for your operation. 


THE K LEM REPRESENTATIVE 


He’s in your area to help you. The 
next time he calls at your plant, take 
advantage of his specialized experi- 
ence and training in metal surface 
cleaning and preparation. If you have 
a problem he may be of help to you 
on the spot, if not he'll use the 
KLEM-PLAN to present the facts to 
our lab technicians. 


1950 No. Central Ave. 
Elmonte, California 
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representative for Stanley Chemical for 
ten years. 


A graduate of Deerfield Academy, 
Williams College and Roosevelt Avia- 
tion School, he rose from private to 
captain in the army air force during 
World War Il. He served in the 


African Theater for two years. 


Exolon Co. Announces 
Appointments 


The Exolon Co. of Tonawanda, N. Y. 
announces the appointments of Daniel 
F. O'Connor as sales manager and 
Harvey J. Robillard as manager of 
sales engineering. Mr. O'Connor has 
been with the company since 1939, ex- 
cept for four years during World War 
Il when he worked in Naval Intelli- 
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Daniel F. O’Connor 
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with us, at once! 


Bright Copper! 


This new revolutionary High-Speed Process is your answer 
to an easier controlled, faster, more economical Bright Cop- 
per Plating method. Plating specialists developed this process 
to help you achieve top quality, more profitable plating solu- 
tions capable of increasing your production 30 to 60 percent 
with your present equipment. You can cut your cost and do 
a better plating job in a very short time by communicating 


0% WITH 


Send A Sample Of Your Plating Solution 
To Us For Analysis! 


e Write For Literature 


S MooTHEx, INC. 


10705 BRIGGS ROAD 


CLEVELAND 11, OHIO 


T01/ Circle on Readers’ Service Card 


Harvey J. Robillard 


gence in the Near East countries. His 
responsibilities with the firm have in- 
cluded production, traffic and many 
sales assignments. He will now give 
full time to building up a distributor 
organization through the United States 
and Canada for the sale of abrasive 
products of the company. Branch 
offices are maintained in New York, 
Chicago and the Boston area. 

Mr. Robillard has a Bachelor of 
Science Degree in Ceramic Engineering 
from the New York State College of 
Ceramics at Alfred University. He 
worked for three years at Bay State 
Abrasive Products Co. before joining 
Exolon in 1951 to handle problems in 
technical sales. He will have charge of 
the sales engineering laboratory and 


assist customers with problems +r. 
taining to abrasive products. 


New Appointments at 
Metal & Thermit Corp. 


The appointment of R. W. Cou h 
as manager of electrochemical resear:h 
and development has been announced 
by Metal & Thermit Corp., Rahway, 
N. J. 


R. W. Couch 


Mr. Couch is a graduate in chemis- 
try of Wayne State University. He has 
been with the company and its former 
subsidiary, United Chromium, Inc., in 
various research and supervisory ¢a- 
pacities since 1941. In his new post he 
assumes the overall management of the 
company’s Detroit, Michigan labora- 
tories. 

He is a member of the American 
Chemical Society and the American 
Electroplaters’ Society. 


Carl R. Gloskey has been appointed 


to the post of manager of a recently 


C. R. Gloskey 
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ned Process Development Division. 

is a graduate chemist of Rutgers 

iversity and, prior to serving in the 

, Force in World War II, was a 

-ocess control technician with R. L. 

\alkins Co. He has been with the 

company’s research and development 
department since 1946, 


Dr. F. A, Lowenheim has been ap- 


Dr. F. A. Lowenheim 


pointed technical advisor to Dr. C. K. 
Banks, vice-president of research and 
development. 

Dr. Lowenheim has been with the 
company since 1936 as a_ research 
chemist and research supervisor. He 
holds a Ph.D. degree from Columbia 
University where, from 1930 to 1934, 
he served on the staff as an assistant 
in chemistry. From 1951 to 1955 he 
was associated with Stevens Institute 
of Technology as a visiting lecturer in 
chemistry. 


He is the author of a number of 


MOST IMITATED SOLVENT 
A growing number of imitators is testimony 
to the superiority of BLACOSOLV. The recognized 
stability, versatility and economy of BLACOSOLV 
degreasing solvent is the result of continuing 
research and development. 


FIRST SOLVENT WITH NEUTRAL STABILIZERS 
Constant research has put BLACOSOLV at the top. 
It is unsurpassed in acid acceptancy—resistance to 
light and heat and gives the most thorough job of 
cleaning any metals or alloys without staining 
or corrosive action. 


Since BLACOSOLV was first introduced over 25 years 
ago, purchasers have received regular routine check 
service by BLAKESLEE experts trained in proper use 
and applications of degreaser and metal cleaning 

machines. 


TAKE ADVANTAGE OF 
ENGINEERING TRAINED FIELD MEN 


If you are not using BLACOSOLY, it will pay you to 
have a BLAKESLEE representative call on you. 


When a better solvent can be made 
it will still be BLACOSOLV. 


G. S. BLAKESLEE & CO. 


also Manufacturers of Blakeslee Metal Washing and Surface Treatment Machines 


BLACOSOLV IS THE MOST ECONOMICAL 
SOLVENT YOU CAN BUY 
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papers and handbook chapters on 
electroplating and is a member of the 
American Chemical Society, The Elec- 
trochemical Society, American Elec- 
troplaters’ Society, National Associa- 
tion of Corrosion Engineers and other 
associations in the finishing fields. 


Sel-Rex Corporation Acquires 
New Building in Nutley 


The acquisition, on long term lease. 
of a two-story brick building encom- 
passing approximately 40,000 square 
feet, in Nutley, N. J. has been an- 
nounced by Sel-Rex Corp., manufac- 
turers of precious metals processes, 


METAL FINISHING, May, 


A view of the new Sel-Rex Corporation building in Nutley, New Jersey. Encompassing approxi- 

mately 40,000 square feet, the two story brick structure will house the firm’s executive offices, 

Rectifiers and Filter manufacturing, Precious Metals Production and Experimental Laboratories, 
and a complete Pilot Plant for sample Precious Metals Electroplating. 
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rectifiers. airborne 
power equipment, liquid clarification 


metallic power 
filters, and metal finishing equipment 
and supplies. 

The new building will house the 
firm’s executive offices, manufacturing. 
experimeptal laboratories, and a com- 
plete pilot plant for sample precious 
metals electroplating. 


In addition to the new plant and 


executive offices, the company also 


maintains branch-oflfices ware- 
~ houses in Detroit at 18040 James Couz- 
ens Hwy.. and Chicago at 5865 North 


Ave. A West Coast 


branch-office and warehouse is sched- 


Lincoln new, 
uled to be opened in Los Angeles with- 
in the next two or three weeks. 

The current expansion program will 
also entail the addition of several staff- 
level engineers, as well as sales and 
service engineers to supplement the 
existing field force, according to the 
firm’s personnel department. 


Bergin Appointed Product 
Manager for Lea Mfg. Co. 


Francis X. Bergin has been appoint- 


Francis X. Bergin 


ed product manager for The Lea Mfg. 
Co. He will be in charge of all sales 
and services on liquid abrasive com- 
pounds for polishing, buffing and bur- 
ring. and related spray buffing equip- 
ment, for both Lea of Waterbury and 
Lea of Michigan. Mr. Bergin will su- 
pervise the activiteis of both the Water- 
bury and Michigan sales organization 


where liquid buffing compound ap; ji- 
cations are concerned. 


Metal & Thermit Re-Assigns 
Sales Territories 


In order to provide improved s¢r- 
vice to customers of its Chemica:s. 
Metals and Plating Products Division, 
Metal & Thermit Corp. has recent\y 
re-assigned a number of sales terri. 
tories in Michigan, Northern Ohio, In- 
diana, Western Pennsylvania and West 
Virginia. 

I. M. Weiss and L. B. Quirk will now 
serve customers in Michigan formerly 
called on by the late J. J. Hanney. Mr. 
Weiss will operate from Grand Rapids 
and Mr. Quirk will continue to cover 
from Detroit other areas of Michigan 
as well as certain customers in North- 
ern Ohio. Robert Stewart of the East 
Chicago office will assume coverage of 
Northern Indiana formerly assigned to 


Mr. Quirk and Mr. Hanney. 


K. D. Ford will continue to operate 
in Northern Ohio, Western Pennsy!- 
vania and West Virginia, assuming 
responsibility for additional plating 


7, 


Top-quality, low-cost 


ZING SOLUTION 
PURIFIER 


MIST MUZZLES 


O000000000 
THESE PLASTO ANTI CHROME SPRAY BALLS 


CHROMIC ACID CONSUMPTION UP TO 50% 


WILL REDUCE 


Eliminates heavy metal impurities, including copper. 
Prevents harmful buiid-up of carbonates. 


A complete cleansing treatment: — No other purification 
measures necessary. 


WRITE - PHONE - WIRE COLLECT 


Ssephur Products Co. Inc. 


621 West Pittsburgh Street 
Greensburg, Pa. 
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USE IN CHROME, STRIP AND PICKLE TANKS 
OO00000000 

HOLD SPRAY DOWN 

DO NOT DRAG OUT 

DO NOT STICK TO RACK 

KEEP ENTIRE SURFACE COVERED 

KEEP HEAT IN TANK 

LAST INDEFINITELY 


O0O00000000 
55 BALLS PER SQUARE FOOT OF SURFACE. 


PRICE — $100 PER THOUSAND 


W. D. FORBES CO. 
129 - 6th AVE. S.E. MINNEAPOLIS, MINN. 
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coating accounts covered up to 
by Mr. Weiss. The Eastern Indi- 
area formerly covered by Mr. Ford 
been re-assigned to FE. W. Rehme 
1. G. Walker. Mr. Ford will oper- 
in cooperation with Frank Haas 
who is responsible for sales of all the 
firm's chemicals, metals and_ plating 
products in the Pittsburgh-Cleveland 


Mich. This office will serve all of 
Michigan as well as the Fort Wayne 
and Toledo areas. 

A graduate of Newark College of 
Engineering. Mr. Long has had 15 
years of experience in metallurgical 
engineering. He is a member of the 
American Society for Metals and the 
Engineering Society of Detroit, and 


ly sy lives in Rochester. Michigan. 
stauffer to Expand Plant Western Coating Relocates 
i in Nevada Western Coating Co. has moved 
Stauffer Chemical Co. announces from Elyria, Ohio to a new and larger 
ihat it plans to expand its caustic soda- plant in Royal Oak. Mich. on Stephen- 
my chlorine plant at Henderson, Nevada son Highway and 1414 Mile Road. The 
| 1, the addition of facilities to produce mailing address is P.O. Box 598, Oak- 
solid caustic soda, The engineering ridge Station, Roval Oak, Mich. 
wi | work has been completed and it is William E. Zander The firm manufac tures a full line of 
anticipated that the new project will protective strippable coatings and 
' he built and operating within the next equipment, according to an announce Maskcoat No. 2 4 stop off for electro- 
; : four months. Total new investment ment. He is a director of oe plating. 
will be several hundred thousand and Puritas Waters, Inc. 
of dale merly senior vice-president and direc- -hemical Froducts Corp. 
[he company has been a basic pro- of Rheem Mfg. Co. 
cer caustic so < enderso 
NRC Appoints Wm. C. Leng Follow; ? 
te off since 1945 but heretofore has shipped , . ollowing a meeting of the board 
|. only liquid grades from that unit. of directors of the Chemical Froducts 
The opening of a Detroit district sales Corp. the company announced the 
va Zander Elected to Board of Kelite fic. is announced by NRC Equip- — election of Joseph S. Hawes as vice- 
2 William E. Zander has been elected ment Corp., Newton, Mass. William president in charge of lacquer sales, 
— to the board of directors of Kelite C. Long has been appointed manager and of Hugh B. Allison as vice-presi- 
7 Corporation, manufacturers of indus- of this office, which is located at 19185 — dent in charge of Chem-o-sol sales. 
trial chemicals and steam cleaning James Couzens Highway, Detroit 35, Mr. Hawes was long associated with 
Dictionary of Metal Finishing Chemicals 
By HALL and HOGABOOM 
This volume fills the need in the 
metal finishing field for a handy 
source of information concerning the 
chemicals employed. The technical and 
commok names are listed in alpha- 
j betical order together with informa- 
i tion as to physical appearance, chemi- 
cal molecular weight, melt- 
: ing and boiling points, and solubility. 
Metallizing Non-Conductors Available grades, types and sizes of 
' shipping containers are also given, all 
contents of unlabelled packages whic 
By SAMUEL WEIN are found in most plating rooms. A 
H special section contains tables of de- 
: grees. Baumé and specific gravity for 
The present work deals with every solutions of a great many salts. Vari- 
known method for “metallizing’’ or ous solutions and dips employed in 
the deposition of metals by electrolysis the finishing department may be easily 
(plating) or non-conductors. It is controlled by the use of a hydrometer 
divided into several] sections, i.e., those and these tables. The authors, editors 
processes which use chemical, mech- of the Plating & Finishing Guidebook 
anical and physical methods for treat- and associate editors of Metal Finish- 
ment of surfaces for metallizing. In ing, as a result of their familiarity 
these groups the specific methods are with the requirements of the industry, 
chronologically reviewed and so the have compiled a_ reference volume 
reader can very readily get a better which belongs on the shelf of every 
idea of the progress made by the metal finisher. 
end is an alphabetical listing of con- 
tributors to the art, so that the seri- P RICE $3.00 
ous workers can refer to the original 
sources of the information given in 
the text by Mr. Wein. BOOK ORDERS PAYABLE IN ADVANCE 
The text is prepared in a practical 
fashion so that the formulas given 
will be of material use and is the 
result of literature collected by the 
author for more than 25 years and 
which has been in use by a number 
nited States and abroad. 
381 Broadway, Westwood, N. J. 
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Brush Electronics 
Names Distributors 


Appointment of four new distr by. 
tors for its Surfindicator, an ins ry. 
ment for measuring surface roughness, 
and its Metal Monitor. an instrunsent 
for classifying metals, has been an. 
nounced by the Brush Electronics (o., 


Cleveland. 5 

Named were the Syracuse Supply 
Co. with headquarters in Syracuse and E 

branch oflices or permanently stationed 
salesmen in many cilies in upper \ew T 
York state: Metallurgical Products Co,, ‘ 
which covers portions of Massachu- p 

setts and Connecticut from its head. 

quarters in Brookline, Mass.; Rey. 
nolds, Inc., Providence, covering all of Ve 
Joseph S. Hawes Hugh B. Allison Rhode Island and northeastern Con. | t 
necticut: and Frey Industrial Supply 
New England Lacquer Co. before it Mr. Allison, joined the firm in 1948. Co., Los Angeles, which will cover f : 
became affiliated with Chemical Prod- For almost a decade he has been close- southern California and Arizona. ; 

ucts Corp. in 1947 and was formally — i 2 
ist in lacquers for insulated wire and John C, Wallace has been named 
will now direct the Grm’s entire sales ‘Tispeteions (plastisols) which the com- vice-president of engineering for the JE” 
activity in the field of specialized in- pany custom formulates and manufac- Walworth Co., a leading manufacturer | 

dustrial and decorative coatings. tures. of valves and fittings. He was formerly . 


BEAM-KNODEL CO. 


Metropolitan Distributors 
HANSON-VAN WINKLE-MUNNING CO. 


Complete Service for Metal Finishing 


Products Listed Below Available in New York 
Stock With Reasonable Exceptions 


Acme White Finish Glue Polishing Lathes 


195 LAFAYETTE ST., COR. BROOME 
Phone CAnal 6-3956-7 NEW YORK 12, N. Y. 


FILTERS 
MAIZO LEA Buffing 
Drying & Polishing 
Materials PRODUCTS 


PROSEAL 1 and 3 
An aqueous solution of a 
combination of Proseals 1 
& 3 imparts a conversion 
chromate finish on electro- 
deposited zinc and when 
sealed and leached with 
Proseal A-2 or 2-B produces 
a bright finish with oa 

minimum of irridiscence. | 
This chromate finish has 
extremely high resistance | 


PROMAT 


to corrosion and to the for- 
mation of corrosion prod- 
ucts. For free technical in- 

formation, write us today. 
Also send for free copy of 
“Promat’s Proaress.”’ 


PROMAT a oivision of POOR & CO. 


851 S. MARKET STREET WAUKEGAN, ILLINOIS 
‘‘PROMAT MEANS PROTECTIVE MATERIALS’’ 
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GENERATORS 
Anodes, All Kinds Tallow Nickel Salts 
Rouge Salts 
yanide ‘ 
Paste Tanks, All Kinds 
Plating Barrels 
Tripoli Comp. Emery Polishing Wheels 
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INVESTIGATE THESE 


CcuT COsTsS! 


CUT FINISHING 
TIME! 


BOOST YOUR PROFITS! 


See pages 19, 106, 115, 117 


American Burr Company 
2414 South LaSalle Street Chicago 16, Hlinois ~ 
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resident and general manager of |. ASTM Committee B-8 on Electrode- Atmospheric Exposure of Electro- 


Spiller Mfg. Corp., Boston. posited Metallic Coatings, the Sympos- plated Lead Coatings on Steel — A. 
ium contains the following significant H. DuRose. 
~ papers: The Standard Salt-Spray Test — Is 
d Introductory Remarks —- W. L. It a Valid Acceptance Test? — A. 
8s, Pinner. Mendizza. 
¥a History of ASTM Committee B-8 - 
an- 


William Blum. 

The Corrosion Behavior and Pro- 
tective Value of Copper-Nickel-Chro- 
mium and Nickel-Chromium Coatings 
on Steel —C. H. Sample. 


ned Published by American Society for Evaluation of Methods Available for 
\ew Testing Materials, 1916 Race St., Phil- 


Symposium on Properties, Tests, 
and Performance of 
Electrodeposited Metallic Coatings 


Associations and Societies 


AMERICAN ELECTROPLATERS’ 


Measurement of Surface Luster of Elec- 


Inhia < 7. Price: $3 9 
+, alelphia 3, Pa, 1957. Price: $3.00, 129 troplated Coatings — G. B. Bowman. SOCIETY 
pages, paper ¢ ommended Practices for Clean- 
| fhe extensive use of plated metals, ing Prior to Electroplating — _ S. _ ea 
tey- Convention in Montreal 
| of particularly electrodeposited, makes Spring. 
hy this symposium of considerable inter- A Comparison of the Corrosion Be- | Twenty-three of the following twenty- 
— est to both producers and consumers havior and Protective Value of Elec- Seven technical papers will be presented 
yply at the technical sessions to be held at 
of electroplated material. Recent ad-  trodeposited Zine and Cadmium Coat- 
ver the Sheraton-Mt. Royal Hotel, 
vances in the field have broadened _ ings on Steel — C. H. Sample, A. Men- Jane 2608, 
=the use of electrodeposited metals so  dizza, and R. B. Teel. eee 
that they now may be found on Evaluation of Phosphate Coating Levelling in Cyanide Copper Baths — 
products for the home, industry, build- over Electrodeposited Zine — A. L. A Further Study. 
= ing trade and the military. Alexander. Brite and Semi-Brite Crack - Free 
Ka The volume is extensively illustrated Evaluation of Testing Methods for Chromium. 
7 and contains comprehensive tabular Supplementary Coatings — R. EF. Effects of Plating on High Tensile 
: data. Prepared under the auspices of — Harr. Strength Steels. 


SUPER MARKET for ANODES| > Plating Racks you can 
4) adjust to the job 


buy DIRECT from METAL CONVERTER! | | 
Nickel anodes up to 93 inches in length... of |— 
the highest purity. Density of anodes is at a | 
maximum. Longer life in plating bath. 


NICKEL RECASTING PRICE SCHEDULE 
Thinker Boy Racks are as- Effect BIG Saving 


only 99+ purity 
ANY QUANTITY accepted | sembled from precoated When Thinker Boy Racks for a cer- 


q 1 5 ra PER POU ND | — socuieiahiae tain job are no longer needed you can 


FOB UNIVERTICAL 8 &- > respace the members or disassemble 
Laboratory Controlled | joints—only contact tips are and use the parts for other racks. 


exposed to the solution. 


No added investment. Just order 


Write or wire for best price and delivery on the following Anodes: Racks are easily disassem- Thinker B h b k 
Copper-Electro Deposited Phos. Copper bled without damage to I you races 
Copper-Cast Round 3” Dia. White Brass | | coating. nstead of ceilings cluttered with no 
Copper-Cast Round 21/2” Dia. Zinc 7 longer needed racks, you'll soon have 
as completely supply of Thinker Boy Parts — be 
Balls able to assemble coated racks of your 
Copper-Rolled Oval 11” x 3” cx members and tps. own design in a matter of minutes. 


| Send for literature. Ask your BELKE Service Engineer 


| U N I y E R T i A | | or write for details. 
L SINCE 
1 


MFG. CO., 947 N. Cicero, Chicage 51, Ill. 
14841 MEYERS RD. « BRoadway 3-2000 « DETROIT 27, MICH. 
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Corrosion Resistance of Tin and Tin 
Alloy Electrodeposits. 

New Look in Plating Room Power. 
Future of Plastics in Electroplating 
Plant. 

Sealing of Anodic Aluminum Oxide 
Films. 

. ° . . 
Plating of High Density Tungsten- 
Base, Powdered Metal Alloys. 

Nickel Plating on Nickel and Nickel 
Alloys. 

The Influence of the Basis Metal on 
the Durability of Watts Nickel Deposit. 
Iridium Plating and Its High Tempera- 
ture Oxidation Resistance. 
Ultrasonics. 

Surface Catalyzed Reduction of Cop- 
per. 

Impurities in Chemical Bright Dip 
Solutions for Aluminum—Their Effect 
and Removal. 


Barrel Plating. 
A Study of Application Technique in 
the Use of Liquid Buffing Compaund. 


Corrosion and Materials of Construc- 
tion in the Plating Room. 


Further Studies in Nickel-Iron Alloy 
Electrodeposits. 

Electrodeposits as Resists in Selective 
Heat Treating. 

A Study of the Effects of Various 
Forming Electrolytes on the Anodic 
Film. 

The Effect of Steel-Making Processes 
on the Properties of the Surface of 
Steel Plate. 

Electroplating Chromium on Titanium. 
Factors Governing Buff Wear. 
Analytical Methods for the Tracing of 
Quantities of Cyanide Compounds in 
the Plating Room Effluent. 


The Role of Chromate Treatments in 
the Finishing of Aluminum. 


Sisal Buffing. 


Indusirial Chromium Plating — a film. 


Tentative Program 
A brief summary of the tentative 
program follows: 
June 16 — Sunday 


1:00 - 9:00 P.M. — Registration 
8:30 P.M. — “Get-Together” Party 


June 17 — Monday 


10:00 A.M. — Opening Session ond 
Business Meeting 

12:00 Noon — Metal Finishing > up. 
pliers’ Association Lunch on 
and Annual Business Meeti: 

2:30 P.M.— Technical Educaticna} 
Program starts 

8:30 P.M.-—— MFSA “Open Hou-e” 
— Dancing & Buffet 


June 18 — Tuesday 
All Day and 


Technical Sessions — 
Evening. 


June 19 — Wednesday 

8:00 A.M. 

sion 

11:00 A.M. — Laurentian Trip — Out- 
ing 

8:45 P.M. — Floor Show and Dance 


Morning Technical Ses- 


June 20 — Thursday 


9:30 A.M. — Technical Session 

9:30 A.M.— AES Business Meeting 

7:00 P.M.— Annual Banquet and 
Dance 


M. F.S. A. 


A. P. Munning, Executive Secretary 


TAKE THE LOAD 
orF FOP 


GARFIELD 


The ALL-PLUS 
BUFF 


WITH THE NEW, 
SCIENTIFICALLY 
DESIGNED 
STEEL CENTER! 


TRUE BRITE 
BRASS SOLUTIONS 


Trouble Free — Low Cost 
Little Supervision Needed 
Ready To Use — Just Add Water 
Uniform Color — Can Match Colors 


Write For Bulletin on Brass Plating 


‘TRUE BRITE CHEMICAL PRODUCTS CO. 
31, OAKVILLE, CONN. 
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Yes, the fully ventilated new lathe faced 
GARFIELD Buff with the steel center is now 
yours at no extra cost. The well balanced 
GARFIELD Buff with extra operating cool- 
ness at its periphery (where it is needed). 
will out-last buffs of comparable construction. 
It all adds up to superior buffing at lower cost, 
We Invite a Trial. 


Pere 


ALSO A COMPLETE LINE OF AIR-COOLED 
BIAS SISAL AND CLOTH BUFFING WHEELS. 


Stocks available in principal cities. 


A few choice territories are still open. 


GARFIELD BUFF CO. 
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e Metal Finishing Suppliers’ Asso- 
on. announces that Jeff Carrique 
\lloveraft. Ltd. has completed ar- 
sements for the M.F.S. A. meet- 
- to be held during the convention 
cod. These will include a Board of 

ustees’ meeting. Annual Business 

\eeting and Luncheon open to all 

members, and the “Open House” Party 

\ionday evening for the entire conven- 

tion attendance. The M.F.S. A. will 

elect 7 new trustees and nominations 
should be sent to Mr. V. Finston. The 

Veaker Co.. 1629 South 55th Ave.. 

Chicago 50, Illinois, who is Chairman 

of the Nominating Committee. 


Hotel Reservations 


Hotels are reported to be filling up 
rapidly and anyone interested in at- 
tending should write at once regarding 
accommodations desired (giving ar- 
rival and departure times and names 
of people who will occupy the rooms) 
to the Montreal Tourist and Conven- 
tion Bureau, Inc., Suite M30, Sheraton- 
Mt. Royal Hotel, 1455 Peel Street, 


Montreal. Canada. 


Newark Branch 


The last meeting of the fiscal year 
was held March 15, 1957 with 86 in 
attendance, including Executive Board 
members Francis Eddy. Herberth Head 
and Clyde Keily, as well as members 
from three other branches, Manny 
Sharlin (Philadelphia). Maurice Per- 
kins (Los Angeles) and Art Carlson 
(New York). 

During the business meeting follow- 
ing movies presented by Howard Cobb, 
two applications were accepted and 
eight members were elected: Abe Ad- 
ler of Sel-Rex Corp., Robert Bieling of 
H-VW-M. Philip Bishop of Indepen- 
dence Plating: Oliver Johnson of U.S. 
Metals Batata Co., Robert Klopman 
of H-VW-M, Albert Martini of Sel-Rex 
Corp., LeRoy Neilson of H-VW-M, and 
William Tillis of the Curtiss Wright 
Aeronautical Corp. Edsell Faulman 
was transferred to Chicago, and the 
resignation of Atillio Bisio was accept- 
ed. The sum of $25.00 was voted to be 
contributed to the Newark Chapter of 
the Red Cross. 


New officers of the branch were 


Formax manufactures a complete line of Buffing and Polishing | | 
Compounds in bar, tube and liquid form suitable for all classes 
of metal, plastic and lacquer finishes. Formax compounds used 
together with the famous Formax ZIPPO long wearing buffing 
wheels make a combination that's hard to beat. Our extensive 
manufacturing, laboratory and testing facilities are always at 


your disposal. 


Descriptive Catalogs Available on Request. 
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DETROIT 7, MICHICAR 
THE FOUR McALEERS" 


May, 


fluoborates 


Self-Priming. 


acid copper sulphate 
bright nickel 


precious metals 


electroless nickel 
and other 
critical solutions 


| 

| 
FILTER PUMP UNITS 
| Automatic Back - Washing 


Models equipped with corrosive resistant alloys and 

materials for every electroplating and industrial solu- 
| tion from pH 0 to pH 14. Also available: all plastic 
filter pump with no metal contacts. Removes particles 
down to one micron in size. 


elected and installed by National First 
Vice-President Francis Eddy as fol- 
lows: 


President William Grigat. 
Ist Vice-President Gustave Bit- 
trich. 


2nd Vice-President Dodd 8S. Carr. 
Fred Meyer. 


Sargent-at-Arms 


Librarian 
John Banta. 
George Wagner. 
Don Foulke. 
Board of Managers — John Gumm. 
Clifford Struyk, George Reuter. 
Delegate W. Andrew Wesley. 
Editor of Newark Sparks Flavio 
LaManna. 
Dr. Wesley 
to fill the unexpired term of Mr. Cobb, 
Other delegates elected 
in November include George Wagner 
and Don Foulke with Dodd Carr, Ro- 


bert Horrocks, and Gerry Lux as alter- 


Treasurer 
Secretary 


was elected a delegate 


who resigned. 


rates. William Grigat presented Clif- 
ford Struvk with a 


yin and congratulated him on a very 
D 


Past-President s 


successful year. 
Dr. Carr introduced Paul Topelian 
who discussed the 


Tiarco Corp.'s 


methods and successes with respect to 


FILTRATION 


UNDER 
‘DIFFICULT 
CONDITIONS 


Model 
LSIN series 
full view Lucite 
Filter chamber 
self-priming 
$S-316 pump 
Cap. 50-350 
Gal. per hr 


ove: 

25 models 
designed to fit 
your needs 
from 50-3,000 
Gol. per hr 


Sethco Mfg. Co., 74 Willoughby St., Bklyn., N. Y. © Ulster 5-8940 


1957 
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the direct plating of chromium on 
aluminum and titanium. 

C. F. Ivins, Jr.. of the Hanson-Van 
Winkle-Munning Co. presented the 
chief paper of the evening on “Power 
for Plating” which was well received. 
He discussed the importance of the 
control of rectifier current, explaining 
full, half, and no-control and the type 
of equipment involved in each case. 
Motor operated tap switches and step- 
less auto-transformer controls, the in- 
duction regulator, and the use of sat- 
urable core reactors were discussed. 
The talk concluded with a review of 
rectifier types, copper oxide, selenium, 
germanium and silicon, including an 
analysis of the future use of each. 

After a considerable question and 
answer period the meeting adjourned 
with a rising vote of thanks for the 
two speakers. 

D. Gardner Foulke 


Secretary 


Pittsburgh Branch 
The Pittsburgh Branch held its 


March dinner-meeting in the Gateway 
Plaza. Approximately 30 attended din- 


ner before the business meeting. Presi- 
dent Myron Ceresa opened the meeting 
by asking for roll call of officers. Two 
applications for membership were then 
read. They were for John R. Haines of 
Pennsalt and Richard F. Higgs of U.S. 
Steel Research Labs. 

The annual election of officers was 
held and the results are as follows: 
President, /. H. Schram, Jr.; 1st Vice- 
President, R. J. Crain; 2nd Vice-Presi- 
dent, W. F. Pizoli; Secretary, W. F. 
Stevens; Treasurer, R. E. Woehrle; 
Librarian, W. J. Musmanno; Dele- 
gates, E. J. Smith, Myron Ceresa and 
R. A. Woofter; Alternate Delegates, 
R. H. Schindler, R. E. Varner and R. 
J. Goldbach; Board of Managers, My- 
ron Ceresa, The installation of the new 
officers will take place at the May 1 
meeting of the branch. 

Bob Burford, chairman of Ladies 
Night stressed the need for vigorous 
support of the affair. The committee 
has kept the cost per person the same 
as in. previous years although prices 
have increased; therefore, only a large 
turn out will insure a successful eve- 
ning financially for the Branch. Steak 


is on the menu and Lee Kelton’s « +. 
chestra will provide music for danci 
after dinner. 

The branch voted to donate fil y 
dollars to the newly formed Ladi-s 
Auxiliary. The Organization-Comm |- 
tee selected by the women present at 
the February meeting were as follows: 
Mrs. R. A. Woofter, Chairman; Mrs. 
R. H. Schindler, Mrs. J. W. Mechily, 
Mrs. J. Kelley and Mrs. R. M. Burford. 
The committee meeting in March was 
to select a slate of candidates and write 
by-laws for their organization. Bob 
Woofter and Rex Goldbach gave the 
ladies a helping hand at their meeting. 

Due to illness, S. L. Johnson, the 
regularly scheduled speaker was un- 
able to attend the meeting, so R. W. 
Reed consented to replace him. Both 
gentlemen are with Minnesota Mining 
and Mfg. Co. Librarian Dick Woehrle 
introduced Mr. Reed who gave a short 
lecture on “Surface Preparation for 
Plating.” Following the lecture. Mr. 
Reed showed a very interesting film 
showing various polishing installations, 
applications and results. The group 
had several questions for Mr. Reed 
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What is your heat transfer problem? 
Ask for complete data. 


Don’t buy a 
pipe coil. Buy a Dean 
Thermo-Panel Coil which TAKES 
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DEAN. 


STOP CLEANING WORRIES 
with 
HARRISON’S NEW EASY 
WASH COMPOUND 


Complete Line of Polishing, Buffing and Deburring 
Compounds made to wash in Water Solutions, in place 
of expensive Degreasing Solutions. 


Write For Samples 
or 
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HAVERHILL, MASSACHUSETTS 
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wing the movie, which he very 
answered, 
Fred Stevens 
Secretary 


A.E.S. 


\ group of 30 electroplaters and 
oilers interested in plating met at the 
Carlton Terrace Coffee Shop in Roan- 
oke. Va.. on March 8, for an initial 
meeting to determine the interest in 
electroplating in the southwestern Vir- 
vinia and northern North Carolina sec- 
tion of the country. The meeting was 
the result of efforts on the part of 
7. R. Boggess of the Norfolk and West- 
ern Railroad to get electroplaters in 
this section of the country together for 
discussions of mutual problems. Mr. 
Boggess of the Washington section 
and Dr. Nelson F. Murphy of the Syra- 
cuse section of the A.E.S. explained 
the aims and advantages of member- 
ship in the Society and discussed the 
possible formation of a local chapter. 
It was decided that if interest was 
maintained at its present high level for 
several meetings efforts will be made 
to organize a local section. 


Following the dinner the group was 
addressed by Carl Wetherspoon on the 
subject of cyanide gold plating. Mr. 
Wetherspoon, who has wide experience 
in the plating of gold, is now employed 
by the Polyscientific Corp. of Blacks- 
burg, Virginia. He discussed the many 
difficulties and properties of gold plat- 
ing. The talk was followed by some 
rapid fire questions and answers. The 
group adjourned at 9:30 P.M. after 
a satisfying evening. 


Nelson F. Murphy 


Central Michigan Branch 
The Central Michigan Branch held 


a dinner meeting on March 12th at 
Hotel Hayes in Jackson with 27 mem- 
bers present. 


The business session involved the 
presentation of a slate of officer candi- 
dates for the coming year, to be voted 
on by mail and announced next month; 
and a discussion of a change in meet- 
ing nights. 

The program was a very interesting 
talk by Ezra A. Blount, editor of Prod- 


ucts Finishing, on “Impressions of the 


Japanese Finishing Industry.” A social 
hour concluded the meeting. 
Earl D. Creese 
Publicity Secretary 


Chicago Branch 


The March meeting of the Chicago 
Branch was held March 8, 1957, at 
the Western Society of Engineers. New 
officers for the coming year were 
elected, as follows: 

President — Dr. Russel Harr. 

Ist V.-P. — Scott Modjeska. 

2nd V.-P. — Charles Geldzahler. 

Librarian — Joseph Corre. 

Secretary-Treasurer — Paul Glab. 

Board of Managers — Edward Stan- 
ek, Donald Chiz, Everett Hodges. 

Delegates — Clyde Kelly, Dr. Russel 
Harr, Paul Glab. 

Alternates — Matthew Dossinger, 
Arthur Bartman, Simon Gary. 

The speaker of the evening was Dr. 
G. H. Kissin of Kaiser Aluminum and 
Chemical Corp. Dr. Kissin’s subject 
was Anodizing Aluminum for Decora- 
tive and Functional Applications. In 
his talk he covered very thoroughly the 
theory and technic in anodizing and 
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PLATING RACK 


* 48 Positive Contacts 
Designed for “Speedy” 
Racking 


% .090 Phosphor Bronze 
Spring Wire 


% Plastisol 100% Solids 


Insulation 


F.0.B. Skokie, Illinois 
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RECTIFIERS 
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dyeing. Samples showing the effect of 
varying the anodizing time, dye con- 
centration, and temperature of the dye, 
were passed out for observation during 
the talk. Dr. Kissin’s presentation stim- 
ulated an extremely interesting ques- 
tion and answer period after which 
the meeténg was dismissed. 

J.C. Corre 

Publicity Chairman 


Indianapolis Branch 


On March 6, 1957 thirty members 
and guests met at the Continental 
Hotel to enjoy a roast beef dinner. 
Marshal Whitehurst opened the meet- 
ing with introductions and asked for 
the minutes of February meeting. Ro- 
man Bender made a motion which was 
seconded and carried to accept the sec- 
retary’s report as read. The treasurer’s 
report by John Holland was accepted 
as read in a motion by Quention 
Shockley which was seconded and 
carried. 

Loren Stevens, in keeping with sus- 
taining membership night, introduced 
A. H. DuRose of the Harshaw Chem- 
ical Co. who is on the AES Research 


Committee. Mr. DuRose proceeded to 
review the projects of the research 
committee. Much interest was shown 
on who was working on each project. 
This review indicated that universities 
and colleges were doing the largest 
part of the active projects. 
The meeting adjourned at 9:20 P.M. 
Paul Freeman 
Secretary 


Los Angeles Branch 


Los Angeles Branch Society held its 
annual election of officers at its March 
13th meeting in Rodger Young Cafe. 
The following men were chosen to 
represent the branch in the 1957-58 
term: 


President, George Magurean, proc- 
ess engineer with Electronics Industry, 
Inc., Pasadena, Calif. He succeeded F. 
Truman Stoner. 


First Vice-president, Norman Mc. 
Ewan, plating techniciam with Virtue 
Bros., Los Angeles. 

Second Vice-president, George Hetz, 
manager, Plating Supply Division, 


Mefford Chemical Co., Los Angeles. 


Secretary, Emmett H. Babcock, 
ess engineer, Convair, Inc., Pome ia, 
Calif. 

Treasurer, Harvey Hunt, techn) 
sales representative, Alert Supply ( o.. 
Los Angeles. 

Librarian, Frank Virgil, L. 4H. 
Butcher Co., Los Angeles. 

The only new name on the list of 
officers is that of Mr. Hunt. The others 
were moved up from positions they 
filled in the 1956-57 term. 

Six candidates for delegates to the 
Montreal convention in June figured 
in the balloting, with the three obtain. 
ing the largest number of votes named 
as delegates and the other three as 
alternates. The delegates are Glenn 
Beckwith, Kwik-Set Locks, Inc., Ana- 
heim, Calif.; Mr. Babcock and Mr. 
Virgil, Los Angeles. Chosen as allter- 
nate delegates were Tony Stabile of 
Associated Plating, Los Angeles; Ear! 
Coffin of L’Hommedieu & Sons Co.. 
Los Angeles staff; and Mr. Hetz. 

The new officers will be installed at 
the April 10 meeting, at which time 
President-Elect Magurean will also 
name his choices for the posts of 
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produces compressively stressed deposits - 


assuring crack-free, peel-free service. Here’s proof! The 
photograph demonstrates the high tensile stress of con- 
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flakes. The Sel-Rex RHODEX electroplate remained un- 
impaired, and in a continuous film. RHODEX does not 
peel or crack regardless of thickness! Write for details. 


Precious Metals Division 
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155 Manchester Place, Newark, N. J. MF-5 
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...-eant-at-arms and chairman of the 
arch committee. 
his capacity as incumbent first 
president and director of the 
ibership drive, Magurean reported 
the 1956-57 campaign (April 1. 
to March 13, 1957) had _ pro- 
juced 50 new members. First prize, a 
<25.00 savings bond, went to Marty 
Rersoon for bringing in the largest 
umbers of new members—10; and 
second prize to Milton Weiner, who 
was awarded a $10.00 merchandising 
certificate for coming in second with 
four new members. Paul Franke pro- 
duced three. and the other 33 were 
divided among 20 different members. 
\ similar 12 month drive is to be 
pursued by the branch between April 
|. 1957, and mid-March, 1958, with 
the new first vice-president, Norman 
VeEwan, in charge. 

Twelve new members were initiated 
at the March 13 meeting, either in 
person or by proxy standing in for 
them. The newcomers are: FE. S. Ben- 
nett, Anchor Plating Co.; H. C. Ray. 
Satex Co.: Myron Miller, Richard 
Golden, and William Fulmer of Elec- 
trochem Corp.: Fred H. Kietka, Certi- 


fied Chrome Products; J. W. Hunkla, 
Hightower Co.: Willard R. Bell. Chem- 
ical Research Co.; Emanuel Barker, 
Douglas Aircraft Co.; R. EF. Davis, 
Hanson-Van Winkle-Munning Co.: M. 
Crittenden, J-V Mfg. Co.. and Gene 
Golden, Electronics Plating Co. 

The 1957-58 campaign got off to a 
good start when the applications of 
four new members were submitted, in- 
cluding Jack Rassett, Turco Products; 
Louis S. Bartley, North American Avi- 
ation: George H. Peters, Kelite. Inc.; 
and Clarence R. Mortensen. Kwikset- 
Locks, Inc. 

George Hetz, Co-chairman of the 
1960 Los Angeles convention commit- 
tee announced appointment of Larry 
O'Neill of L’Hommedieu as entertain- 
ment chairman. 

President Stoner reported that ar- 
1angements had been concluded for 
holding the branch’s June meeting as 
guests of the Rheem Mfg. Co. in Fuller- 
ton, Calif. A dinner and short meeting 
will be held in the cafeteria of the 
company’s new bumper manufacturing 
and plating factory. This will be fol- 
lowed by a guided tour through ex- 
tensive new plating department for in- 


spection of the automatic plaitng, pol- 
ishing and pickling facilities which 
were installed last fall (see Jan., 1957. 
METAL FINISHING, Page 111). 


ANNUAL BANQUET A SUCCESS 


Los Angeles Branch held its 27th 
annual educational session and dinner 
dance at Hotel Ambassador, Los An- 
geles, on Saturday, March 23, with 
two outstanding internationally known 
figures of the plating industry on the 
speaker's program. 

Addressing the West Coast branch 
for the first time were National A.E.S. 
President Dr. Samuel Heiman, chiet 
chemist and research director of the 
Philadelphia Rust Proof Co., Philadel- 
phia, Pa.: and Dr. Walter R. Meyer, 
president, Enthone, Inc.. New Haven, 
Conn., former technical editor of 
METAL FINISHING, 

The one-day session was divided into 
three parts—a technical session from 
9 am. to 12:30 p.m.; a noon day 
luncheon and entertainment period 
from 1 to 3:30 p.m.; and a dinner 
dance from 7 to midnight. Near ree- 
ord breaking attendance of 200 for the 
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technical session, 185 for the luncheon, 
and 625 for the dinner dance were re- 
ported by Reservations and Registra- 
tions Chairmen Harold P. Wanamaker 
and Lawrence M. Henderson. 


members and_ their 
guests from San Francisco and other 
parts of*the Pacific Coast were unani- 
mous on the point that the papers pre- 
sented by Drs. Heiman and Meyer and 
Leo Missel of Lockheed Aircraft con- 
stituted the finest all-around technical 
program that the branch has offered 
in the 27 annual sponsorings of educa- 
tional sessions. 


Los Angeles 


The first speaker, Dr. Heiman, pre- 
sented a talk on “Some Practical Plat- 
ing Problems,” which he amplified 
with slides of graphs and bath formu- 
las. His address, in the main, centered 
on a variety of shop problems which 
have come to his attention in recent 
years, problems which, he explained, 
are typical to platers in the East as 
well as on the West Coast. He dis- 
cussed the problems chiefly in the 
form of explanatory comment in con- 
nection with illustrated slides. 


Before launching into his formal 
talk, Dr. Heiman discussed the Na- 
tional Society and its corporate set-up 
and the functioning of the headquar- 
ters office in Newark, N. J. Dr. Heiman 
urged Los Angeles Branch, as_ the 
fourth largest in the Society, to as- 
sume a more active role in National 
Society affairs by attempting to get 
some of its members in national office 
or on national committees. 


Later in the month Dr. Heiman met 
with and addressed members of A.E.S. 
branches in San Francisco, Portland, 
Oregon, and Seattle, Wash., and the 
new branch in Vancouver. 

The topic of Dr. Meyer’s talk was 
“Seeing Electroplating Solutions in 
Action.” The most interesting phase of 
the presentation was a series of ab- 
sorbingly interesting slides which 
showed the action of chemicals in a 
solution inside the tank, The audience 
was able to see anodes and cathodes 
in a cyanide copper plating solution 
dissolve before their eyes, and how 
changes in the solution take place when 
a wetting agent is added. 


Other slides depicted inside-the-. ink 
action of a chromium plating solu on 
with a lead anode and copper catho |e: 
and a stainless steel anode in a : inc 
sulphide solution. 


The third speaker on the morning 
technical program was Leo Missel, re. 
search engineer of the Missile Sysiem 
Division, Lockheed Aircraft Co., \ an 
Nuys, Calif.. who presented a paper 
on “Electrodeposition on Titanium 
Alloys.” 

The noon-day luncheon was attended 
by 185 members and guests. Among 
the guests were four San Francisco 
Branch members, including Justin Call, 
president: Arthur Schwartz, secretary: 
Berton Trygstad, board member; and 
Frank Huntington, past-president. 


Also in attendance were the Branch’s 
only two distaff members—Mrs. Vonna 
Ott, owner of a Pasadena plating job 
shop; and Miss Marjorie Farmer, re- 
search engineer with North American 
Aviation, Inc., Los Angeles. Miss 
Farmer had been a member of Hart- 
ford, Conn., A.E.S. Branch, for 12 
years before transferring her member- 
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nk o Los Angeles Branch in 1954. came in a close second with a story N. A. M. F. 
‘turing the noon-day luncheon about who Word has been received of the ap- 
he distribution of a score or so Ut Who his real Iriends were when yointment of five members of the 
li I 1 helm hi 
inc saste ae ne ‘er >» 
‘oor prizes and the annual story-  ‘ OVEN NAMF to the newly created Govern- 
ng contest. The two distinguished The dinner dance (from 7 p.m. to — ment Electroplating Industry Advisory 
ng § ‘ors from the East Coast each won — mid-night) was attended by 625 mem- Committee. This quintet will represent 
re- rize-—a carving knife for Dr. Meyer, — bers, their ladies and guests. Among the job plating industry in top level 
7m oda silver serving spoon for Dr. the guests was Mrs. Joan Wiarda of | Government-industry planning, accord- 
an Heiman. Chicago, vice-president and national ing to John Palik, Jr.. NAMF president 
Lawrence O'Neil served as chairman idve rtising manager of Finishing Pub of ( leve land, Ohio. The “captive pl it 
led con as master-of-ceremonies the Branch members who manned _ the 
story-telling contest. A three-man jury committees that arranged the 27th an- ais a dae 
was named to decide the winner. nual educational session and dinner P 
\mong those who went to the micro- dance, were: Chairman Ex-Offico, L. ‘a 
phone to regale the audience with Truman Stoner, branch president; gen- CoB 
ry; , ris ‘o.. Brooklyn. a 
stories were Herold Kroesche, Jack eral chairman,Harvey K. Hunt: edu- 
Schultz, Harold Smallman, Ira Hayes, cational, Emmett H. Babcock; reserva- 
Louis Fried, Carrol McLaren, George tions, Harold P. Wanamaker, chair- C 
oll. sc ating Co., Chice 
h’s Hetz. Larry O'Neil, Larry Henderson man, Lawrence A. O'Neil, and Dexter 
. anc avid J. Griffin. Birminghé 
nao and Carmelo DeLucca. Haldin; Door Prizes, Glen J. Beckwith. ff 
Plating Works, Birmingham, Ala. 
OD 
The jury voted the winner to be Mr. Chairman, Kenneth Baum, and Stoner: 
w sec > jlicity-Printing: Fred A. Herr, 
DeLueca, with second prize going to meeting in Washington, D. C. in early 
ml Mr. Hayes. DeLucea’s winning story chairman; K. C. Johnson, and G. April, will seek to accomplish the fol- 
na - dealt with a Nazi storm trooper officer Stuart Krentel, Entertainment, C. P. lowing main objectives: (1) an equit- 
» | who became confused with the equip- Simon, and William Thomas; Lunch- — zble distribution of nickel and other 
er- ff ment of one of his troops and dealt out eon and Registration, George A. Peters metals or minerals. (2) a “fair” price 
some undeserved punishment. Hayes and L. N. Henderson. for nickel and other metals. and (3) a 
Non-Breakable @ Sturdy) 
-factured on latest, 
CONTAINERS modern equipment 
ose in the BISON 
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SEAMS AND ~ | with permanent 
| 
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alkalies at temperatures | are avenrante 
up to 160°F. | | for every job! 
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Price Each $3.50 $4.00 $450 $6.00 


ness 1/16" 1/16" 3/32” 1/8 
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Dependable PPI Products . . . SUPPLIES COMPOSITIONS 
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more realistic base period for purposes 
of allocation. 

Creation of this committee by the 
Dept. of Commerce is the result of 
close to two years’ struggle by the As- 
plating industry 
recognition, The job platers’ fight was 
spearheaded by NAMF nickel commit- 
tee chairman Ranno, NAMF president 
Palik. and technical adviser 


Taormina, backed by job shop platers 


sociation for job 


throughout the country. 
European Group Tours U. S. Plants 


Twenty-one European metal finish- 
ers were guests of L. S. plating shop 
owners and managers recently in a 
study-tour arranged through a New 
York travel association. The group 
visited more than a dozen job and 
captive shops in their 20-day junket 
which took them to New York, Cleve- 
land, Detroit, Chicago, Baltimore and 
New England. 

The itinerary was planned with the 
help and cooperation of the National 
Association of Metal Finishers. Local 
NAMF affiliates who played host to 
the visitors included the Masters Elec- 
troplaters Association of New York, 
Plating Trades Association of Ohio, 
Chicago Electroplaters Institute, and 
the Plating Institute of Michigan. De- 
troit and Chicago Branch members of 
the A. E. S. also took part. 

Composed of German and Austrian 
plating experts, the visitors marveled 
at U. S. automated plating machines. 
Plants and shops visited were: Albert's 


Plating Works. Inc.. Brooklyn, N. Y.: 


BUFFS FOR INSIDE POLISHING 


GOBLET BUFFS, TAPER BUFFS, CYLINDER BUFFS, SMALL POLISHING WHEELS, 


Platers’ Research, Inc... N. Y.: Pyro 
Metal Finishing, Inc.. Newark, N. J.: 
Lycoming Div.. AVCO. Bridgeport. 
Conn.: Nutmeg Chrome Corp., West 
Hartford. Conn.; National Research 
Cambridge. Mass.: General 
Hard Chrome Corp., Advance Plating 
Co.. Industrial Plating Co.. Manufac- 
turers’ Plating Co.. Cleveland. Ohio: 
Elyria Plating Co., Elyria. Ohio: sev- 
eral plants and shops in the Detroit. 
Mich. area; Allied Research Products. 
Inc. and Almag Corp., Baltimore, Md.: 
Northwestern Plating Wks.. Adolph 


5 


Corp.. 


Unique Barrel Plating operation is described to 
touring European metal finishers by J. Robert 
Greenwell, (gesturing) president, Reliable Plat- 
ing Co., Chicago, and NAMF vice-president, 
during Windy City visitation by 21 representa- 
tives of the German and Austrian plating in- 
dustry. L. to r.: Albert Koehler, vice-president, 
Erhard & Soehne BmbH, Schwaebish Gmuendi, 
metal finishers and suppliers to automotive in- 
dustry; Greenwell; CEPI chairman Harold W. 
Baker, Electro Galvanizing Co.; and Ludwig F. 
Osthushenrich, owner, Dr. Hesse & Cie, Biele- 
feld, metal finisher and plating chemicals 
manufacturer. 


RAZOR EDGE BUFFS, and many others for deburring, polishing and grinding any internal 


contour. 


Write for additional information or contact your local dealer. These buffs are 
stocked by many dealers throughout the country. 

We manufacture a COMPLETE LINE OF BUFFS including full disc loose 
and sewed buffs and polishing wheels. Our metal center BIAS TYPE BUFF may 


help cut your polishing costs. 


Your request on your letterhead will bring our complete catalog by return mail. 


BARKER BROTHERS INC. 


ESTABLISHED 1911 


1660 Summerfield Street 


Canadian Distributor — LEA PRODUCTS COMPANY, Montreal 
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Plating. Inc.. Western Electric Co.. 
Hotpoint. Inc.. Chicago, Ill. 

S. C. Taormina, MEPA  execw ive 
secretary was in charge of arra: ge. 
ments in the New York area; Lewis 
Glassner, CEPI 
made plans for the Chicago tour w iile 
J. Robert Greenwell, president, 
able Plating Co.. and NAMF vice-pres. 
ident, took charge of the Windy Cit 
Visitation. 

In Detroit. Mich.,. NAMF-er Glen H. 
Friedt, Jr.. United Platers, Inc.. di- 
rected activities assisted by PIM execu 
tive secretary James D. Mueller and 
local branch members of the AES. The 
Cleveland area plans were mapped }y 
NAMF president John Palik, Jr.. \a- 
tional Plating Corp., and G. David 
Zeile, Jr.. PTAO executive secretary. 
Joseph Eisenberg, Almag Corp. and a 
NAMF director, was in charge of the 
Baltimore program. 

NAMF president Palik lauded the 
many NAMF and AES members who 
made the study tour possible. He 
thanked participating firms for their 
cooperation and praised them “for en- 
couraging and enhancing a free ex- 
change of metal finishing knowledge 
between this country and Germany.” 


executive secret iry. 


AMERICAN INSTITUTE 
of 
ELECTRICAL ENGINEERS 


Two-Day Conference on Power 
Rectifiers 


Final plans for the conference on 
Power Rectifiers, sponsored jointly by 
the Semiconductor-Metallic Rectifiers 
and Industrial Power Rectifiers Com- 
mittees of AIEE, to be held at the 
Morrison Hotel in Chicago on June 
4th and 5th were agreed upon at a 
recent meeting of the executive com- 
mittee in charge of this conference. A 
total of four sessions will be held dur- 
ing which 16 papers will be presented. 

The highlight of the conference wil! 
be a panel discussion on application 
and maintenance. The symposium wil! 
begin with a short presentation on ex- 
perience in each of the following field-: 


1. Low voltage electro-chemical 

2. Low voltage plating 

3. High voltage electro-chemical 

4. Steel mill auxiliaries and main 
drives 


to be made by an eminent user in the 
field. These four men plus two repre- 
sentatives of the manufacturers will 
comprise the panel which will answer 
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sons from the floor. Informal dis- 


on from the audience drawing 
their experience in these fields 
he welcome and encouraged. 
\|| papers presented at the confer- 
will be published in a bound 
oklet which will be available at the 
_jstration desk at $4.00 each. 
since a large attendance is antici- 
vated. the Constitution Room, which 
will accommodate 500 people, has been 
served for the technical sessions. 


News from California 


The A. J. Lynch 
Co. terminated 26 
years of operation 
at 2420 Enterprise 
Street. Los Angeles. 

mid-March by 
moving to new office 
and warehouse facil- 
ities at 4560 E. 50th 
St. in Vernon, 
Calif... a Los Angeles industrial suburb. 

President W. W. Cadwallader re- 
ported to METAL FINISHING that the 
new plant contains 31.000 square feet 
of floor area and represents an invest- 
ment of approximately $135,000. The 
firm produces raw materials for paint 
and handles chemicals for the plating 
and other 


industries, 


Glenn Beckwith reports that he has 
resigned as vice-president and general 
manager of Metallon 
\ngeles, 


Products. Los 
manufacturers of plumbing 
parts. to assume the post of manager 
of special sales for Kwik-Set Locks, 
Inc. in Anaheim. Calif... where he 
works under 
Robert Yerkes. 


general sales manager 

Beckwith was affiliated in executive 
capacities with Metallon mid- 
1949 until April 1. 1957. Earlier this 
year. he reported, arrangements were 
concluded for integrating the Los An- 
geles operations of Metallon Products 
with those of the Cold Metal Products 
Co. of Canfield. Ohio. with Metallon 
becoming a division of Cold Metal 
Products Co., and terminating the 
former’s production activity of Cali- 
fornia. 

Beckwith’s reluctance to leave South- 
ern California and move his family to 
the Mid-West, was the principal factor, 
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he revealed. in his leaving Metallon 
and joining the Kwik-Set organization. 

Kay Lab of San Diego. Calif... pro- 
ducers of DC 


television equipment. and absolute DC 


instruments. industrial 
power supplies and meter calibrators. 
reports a company name change to 
Kintel, 
ratory are located at 5725 Kearny Villa 
Road. San Diego. 


San Diego. Factory and labo- 


George Magurean (1957 president 


of Los Angeles Branch. A.E.S.). re- 
cently joined the technical staff of 


Electronics Industries. Inec.. of Pasa- 


dena. Calif.. as a process engineer. 
The firm produces printed circuitry 
and transformers for that field. It also 
assembles circuitry parts into compact 
package units. The Pasadena plant is 
equipped with copper. gold. nickel and 
rhodium solution facilities. 

Magurean transferred from a_ post 
as process engineer with the Quality 
Control Laboratory of Convair. Inc.. 
Pomona, Calif., to assume the Pasa- 


dena engineering position. Prior to 


that he served in similar technical ca- 
pacities with U. S. Spring & Bumper 
Co. (now Rheem Automotive Mfg. 
Co.). and Redi-Strip Co. of South 
Gate. Calif. 


Richard M. Phillips has joined the 
plating division of the Curtis-Wright 
Co. in North Hollywood, Calif.. 


expanded facilities were installed in 


where 


March and April for plating aircraft 


nickel. 


and silver. 


engines chromium, 
tin. lead. 
Phillips served the previous years 
with 
Angeles. specialists in the hard chro- 


copper, 
hard chromium. 


Spartan Engineering Co.. Los 


mium and iron plating of railroad 
Diesel engine liners and, prior to that, 
with Grand Central Aircraft in Glen- 
dale. Calif. 

The Smoot-Holman Co.. manufac- 
turers and finishers of industrial and 
commercial lighting fixtures por- 
celain enamel plumbing parts. recently 
installed automatic spray facilities in 
its Inglewood. Calif. 
hand 


handles upward of 2.700 lighting fix- 


plant to replace 
spray operations. and now 
tures per day in its finishing depart- 
ment. Automation. it is reported, has 
upped production from 40 lamp sock- 
ets for each gallon of enamel to 160. 
Delos \N. “Dee” Eldred, head of 
Eldred Laboratories, Los Angeles. died 
at his home in Arcadia, Calif... on 
March 22 following a attack 
which came as the climax to more than 
a year of treatment for a heart weak- 
ness which necessitated his retirement 


heart 


from active business early in 1956. He 
was 62 years of age. 

The funeral was held on March 26 
with a number of members of Los 
Angeles Branch of the A.E.S. 


their respects to a beloved member. 


pay ing 


Mr. Eldred was a_ past-president of 
the branch and had been active in its 
affairs and a regular attendant at meet- 
ings until his illness began a year ago. 


e When Better Compositions Are Made, 
SPEEDIE Will Make Them! 


With apologies to a certain automobile 
manufacturer, users of SPEEDIE Buff- 
ing and Polishing Compositions have 
learned to depend on The Buckeye 
Products Co. for the latest in buffing 
and polishing compounds. Bar or liquid 
tripoli or stainless steel — SPEEDIE 
friends rely on the experienced Buck- 
eye laboratory technicians to come up 
with the answer to their toughest buff- 
ing problems. 
If you have a_ particularly 


difficult 


1957 


buffing job. toss it to us. Prompt, direct 
and clese cooperation between Sales. 
Engineering and Laboratory will solve 
your problems. Write us — today! 


The BUCKEYE PRODUCTS Co. 
7033 Vine St., Cincinnati 16, Ohio 


BAR 
or 

LIQUID 
FORM 
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He served for 26 years as technical 
representative to the Southern Cali- 
fornia plating trade for the Dupont 
Co., with headquarters in El Monte, 
Calif. In 1946 he organized Eldred 
Laboratories which served in a con- 
sultant capacity to plating shop opera- 
tors. His partner for the past 2! 
years was Don Baudraud. 

Juston B. Call, plating foreman for 
the General Electric Co. in San Fran- 
cisco and president of San Francisco 
A.E.S. Branch, missed by one day be- 
ing caught in the turmoil incident to 
the earthquake which struck San Fran- 
cisco on March 21. He had left home 
for Los Angeles the previous day to 
attend the annual educational session 
of Los Angeles Branch. 

Carroll McLaren of the L’Hommed- 
ieu Co.’s Los Angeles staff, is quite 
proud of his unbroken attendance 
record at the annual educational ses- 
sions of Los Angeles A.E.S. Branch. 
His presence at the 27th annual affair 
on March 23rd was his 26th consecu- 
tive one. He missed only the first — 
in 1931 — when he was not yet a 
member of the branch, 

Dick Richardson reports that he has 
resigned from the plating staff of 
Commercial Plating Co., Los Angeles, 
to assume the post of shop foreman 
for Hill Plating Co.. in Long Beach. 
Calif.. which is operated by S. W. 
Mashburn and W. N. Stephens. The 
firm manufactures lighting fixtures. 
Originally a partner with Mashburn in 
the Long Beach shop, Richardson sold 
his interest several years ago, and 
thus has returned now to the scene of 


his earlier activity in the plating field. 

K. G. Tarczynski has joined the plat- 
ing division staff of the Rheem Auto- 
motive Manufacturing Co. in Fullerton, 
Calif.. where a four million dollar auto- 
matic plating installation for finishing 
automobile bumpers was placed in op- 
eration last December. Tarezynski’s 
most recent afhiliation with the 
Harvey Machine Co., in Torrance, 
Calif. Prior to that he had directed 
the plant operations of Superchrome 
Engineering Co. of Los Angeles for a 
number of years. 


Was 


Gwynne Edson, formerly active in 
the plating division of Kearfott Mfg. 
Co., Newark, N. J.. has joined the 
plating staff of the Hughes Aircraft 
Co. in El Segundo, Calif. 


R. T. Jones, sales manager for the 
international division of Beckman In- 
struments, Inc., Fullerton, Calif., re- 
cently returned from a six weeks busi- 
ness trip to Puerto Rico, Cuba, Brazil, 
Venezuela, Chile, Argentine, Columbia, 


Peru and Mexico. He also made he 
preliminary arrangements for at 
nical course to be held in the c¢ y. 
pany’s Fullerton, Calif., plant for tr. in. 
ing Latin American dealer service j cr. 
sonnel. 

The E. S. Gilmore Co. has 
nounced appointment of George 
Wilson as Pacific Northwest sales enzi- 
neer for carbon and graphite products 
originating in Crescent Carbon Cor),’s 
recently opened new plant in Rosa. 
mond, Calif. The company’s products 
include electrolytic cell anodes for the 
processing industry and 
graphite electrodes for electric fur- 
naces. 


chemical 


Charles E,. Pretzinger, a district 
sales engineer in the Pangborn Corp.’s 
Pacific Coast division, has been named 
Pacific manager, with headquarters in 
Pasadena, Calif. Pretzinger succeeded 
Ralph M. Trent, the firm’s western 
manager since 1947, who has 
named as executive vice-president with 
headquarters in the Hagerstown, Md.. 
main offices. 


been 


Western Metal Congress and Metal Show 


The 10th Western Metal Congress 
and Metal Show held in Los Angeles 
Calif.. March 25 through the 29th 
drew an attendance in excess of 50,- 
0OO at the technical sessions in the 
Ambassador Hotel and the exhibit of 
450 booths in the Pan Pacific Audi- 
torium. 

Thirty-one firms from various parts 
of the United States that manufacture 
equipment and chemicals, or provide 


technical services to the metal finish- 
ing division of the metal industry, 
sponsored booths at the Los Angeles 
Show. A brief description of the prod- 
ucts displayed by plating industry sup- 
pliers, and the names of company 
representatives in attendance is given 
herewith: 

American Chemical Paint Co., Amb- 
ler, Pa., exhibited treatments, as used 
in development of the all aluminum 


Reg. U. S. Pat. Off. 


92 GROVE STREET 


Zialite 


for NICKEL PLATING 


The one bath especially designed for plating DIRECTLY on 
ZINC, LEAD, ALUMINUM, BRASS, COPPER and IRON. 


for HARD CHROMIUM |. 
USE Zialite ADDITION AGENTS | 


Harder CRACK FREE deposits. Increased throwing power. Less | 
sensitivity to sulfate content. Exceptionally fine results plating 
anything calling for Decorative or Hard Chrome. 


ZIALITE CORPORATION 
WORCESTER 5, MASS. 


44th ANNUAL CONVENTION 
OF THE A.E.S. 
| JUNE 16-20, 1957 


MONTREAL BRANCH — HOST 
MONTREAL, CANADA 
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mobile radiator: in retarding cor- 
m on oil well equipment: chemi- 


reatments for titanium, zirconium, 

nesium; and for industrial clean- 

In attendance were F. P. Spruance, 
iy. vice-president and general sales 
manager; J. H. Geyer manager of re- 
earch and development; J. D. Breen, 
advertising manager; and G. H, Wil- 
livmson, West Coast manager. 

Baron Industries, Los Angeles, Calif. 
presented the new line of airless paint 
spraying equipment: a paint pump, a 
newly introduced paint pump featuring 
low maintenance on pumping abrasive 
itvype pumps; as well as degreasers and 
ovens. Present were W. R. Hamilton, 
/. Hogan, F. H. MacQuarrie; E. 
\ord, president of Bede Products, Am- 
herst: L. Silver, divisional manager of 
Balerank, Inc., Cincinnati, O., and 
sales engineers from Baron Industries 
Los Angeles and San Francisco dis- 
tricts. 

G.S. Blakeslee & Co., Cicero, Ill. On 
exhibit in this booth was an ultrasonic 
degreasing machine, a paddle wheel 
metal parts washer, solvent recovery 
still, and degreasing solvent. A. L. 
Bashe, sales manager, and R. A. Kully, 
advertising manager from the home 
office in Cicero headed a booth staff 
of West Coast sales engineers. 


Buehler, Ltd., Evanston, Ill., exhib- 
ited a new ultrasonic cleaning device 
designed for the cleaning of metal- 
lurgical samples. The unit featured the 
use of two transducer cells and two 
cleaning cells which, it is claimed, 
assures a high degree of cleaning with- 
out time consuming expensive 
changes of solvent. In attendance were 


Adolph I, Buehler, president: Erich 


Weidner and Frank Restivoe, sales en- 
gineers: and Cornelius Johnson, metal- 
lurgist. all from the Illinois main plant. 

Curtis Division, Corborundum Co., 
Jamestown, N. Y., presented a new 
model vertical platen grinder: a pol- 
ishing lathe; a conveyor through-feed 
grinder and polisher; various 
other types of grinding and polishing 
units. In attendance were F. Hopke. 
sales manager, A. Darey, methods en- 
gineer, of New York; and a number of 
Los Angeles, San Francisco and San 
Diego sales engineers. 

Chainveyor Corp., Los Angeles: Ex- 
hibited in this firm’s booth was a full 
sized conveyor combining vertical up 
and down curves’ with horizontal 
curves. Manning the booth were P. T. 
Rauen, president: J. N. Rauen, vice- 
president; F. G. Birkhead, chief engi- 
neer, 

Clementina, Ltd., Francisco, 
Calif.. presented a gun for sandblast- 
ing: wet hone for cleaning critical tol- 
erance parts: and portable cleaners 
were also on display. In attendance 
were A. J. Cleary, general manager: 
V. P. Finigan, assistant sales manager: 
and San Francisco and Los Angeles 
sales engineers. 

Dayton Products, Ine., 
Dayton, O., exhibited discs, sleeves. 


Abrasive 


belts, cartridge rolls, spirals, square 
and cross pads. 

Detrex Chemical Industries, Inc., 
Detroit, Mich.: Featuring the exhibit 
was a new automatic conveyorized 
ultrasonic degreaser which was opera- 
ted in demonstrations throughout the 
Metal Show. Also shown in this booth 
were trichlorethylene degreasing sol- 
vent, cleaning compounds, degreasers, 
phosphate coating equipment and 


WEAR 
HIGH COLOR 
PLUS GOOD, SOFT- 
CTION 


CUTTING 


for more keys to 

GREATER 

BUFFING OUTPUT 
See pages 19, 102, 106, 117 


America 


Burr Company 
2414 South La ‘ 
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chemicals. Present were 4. HW. Stod- 
dard, advertising director: W. F. New- 
berry, sales director: D. FE. Williard. 
sales manager, solvent division; 7. J. 
Kearny. sales manager equipment di- 
vision: S. Jacke, sonics specialist: G. 
A. Jacobs, regional manager. 
Diversey Corp., Chicago, Ill.: Ex- 
hibits shqwn included a new deoxidizer 
for aluminum and aluminum alloys de- 
signed to remove oxide from heavily 
heat treated stock: copper and brass 
electro cleaner: reverse current clean- 
er: electro cleaner and surface condi- 
tioner for zinc base die castings: and 
various other products in the firm's 
line of cleaning compounds. In attend- 
ance were the following: M. 7. Bennett, 
manager of the metal industries de- 


partment: 7. H. Palmer. assistant 
manager. both from Chicago: and 
sales engineers from northern and 


outhern California. 

Far-Best Corp., Los Angeles, Calif.. 
displayed rust preventive oils and 
greases, cleaning compounds, deter- 
gents. Sharing this booth were San- 
ford Products Co.. Los Angeles, with 
displays of aluminum hard coating: 
O. L. King & Co. of San Francisco — 
oils and greases: Eronel Industries. 
plastic coatings: and Allube Corp. — 
additives and cutting oils. Present were 
J. Johnson and L. and J. Shinn of the 
Allube Corp., P. Dwyer and P. Garden 
of O. L. King Co.; and W. W. Farrar 
of Far-Best Corp. 

Grey Co., Inc., Minneapolis. Minn.. 
presented a new paint pump for paint 
circulating systems: and a direct-from 
drum principle 10 gallon metallic 
paint pump which features complete 
circulation of metallic paints to the 
spray gun. W. W. Bixby, Los Angeles 
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IMPROVE PLATING and 
ALKALINE DE-RUSTING 


UNIT PROCESS ASSEMBLIES, INC. 


61 East Fourth Street - New York 3, N. Y. 


WITH 
PERIODIC- 
REVERSE 
UNITS 

OF 

FINEST 
QUALITY 


WRITE FOR INFORMATION 
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Parr, regional 
EF. Barnes and A. E. 


Perry, district and branch manager in 


district manager: 
manager; and C, 
San Francisco were present to demon- 
strate the equipment. 


Harshaw Chemical Co., Scientific 
Div., Los Angeles, Calif., presented 


freeze gslrying equipment, an ultrasonic 
generator, induction furnaces and 
ovens, metallographic laboratory 
equipment. Manager EF. Fraigun and 
Chief Chemist W. Porter headed the 
demonstration staff. 

International Nickel Co., Inc., New 
York, N. Y., exhibited a new type cor- 
“push button” machine giving 
visitors a few answers to acid corro- 


rosion 


sion problems. Various uses of nickel 
in industry and science were featured 
in the exhibit. 4. G. Zima, director of 
ihe company’s West Coast Section, 
headed a staff of metallurgists and en- 
gineers from the Los Angeles and San 
Francisco areas. 

Malayan Tin Bureau, Washington. 
D. C.. showed new tin alloys, solders 
and industries. Present from 
Washington were L. W. Meekins, di- 
rector: P. FE, Davis, development engi- 
neer: J. 1. Skinner, public relations di- 


rector, the latter representing the Tin 
Columbus, O. 
Chicago, Ill., and Lake 

exhibited — protective 
coatings for protection of metal against 
scaling and corrosion at high tempera- 
tures, and for protection of metals dur- 
ing carburizing, decarburizing, anneal- 
ing and normalizing at high tempera- 
tures. In attendance were Research Di- 
rector L. Aronberg, Sales Manager B. 
Lytton; and Chemist D. Lytton. 

Mayhew Products Co., Los Angeles, 
Calif., exhibited portable and station- 
ary oil and solvent purifying units in 
various sizes from 31% to 60 g.p.m. W. 
R. Mayhew, general manager, and W. 
M. Mayhew, sales manager, were in 
attendance. 

McKenna Laboratories, Santa Mon- 
ica, Calif., displayed ultrasonic 
cleaning system for cleaning watches 


Research Institute, Inc., 
Markel Co., 


Chemical Co., 


and small precision parts. On display 
was a self-contained unit including 
rinsing and drying. A. G. McKenna, 
V. McHenry, C. Harpbold and Lajune 
Coffman were present to demonstrate 
the equipment. 

Merit Products, Inc., Culver City. 
Calif.. sponsored a booth featuring 


polishing units. On display was he 
firm’s new type drum, a wide pol sh. 
ing drum for finishing metal sheets up 
to 72 inches; and drum and round-f.ce 
wheels. In attendance were W. CG. 
Gillett, production manager: R. WV, 


Bernstein, development engineer; 
Marsh, sales manager: H. Block, man- 
ager. 

Metal Improvement Co., Los An. 
geles: in conjunction with The Chro. 
and Bowman Chemicals, 
exhibited chromized parts that increase 
the electrical sensitivity of aircraft elec- 
trical relays: dry lubricant and shot 
peening machines. Vice-president 3, 
Adams and F. K. Landecker, manager, 
headed a large staff of technicians in 
greeting visitors to this display. 

Mido Products, Ine., Torrance, 
Calif.. exhibited jointly in a_ booth 
with Rampe Mfg. Co. of Cleveland, 0. 
Precision barrel finishers, tumblers, 
screen separating machines. and barrel 
finishing compounds were displayed. 
In attention were Herman Ey, presi- 
dent, and E. H. Ey, sales manager of 
Mido Products: and J. F. Rampe, 
president of Rampe Mfg. Co., Cleve- 
land, O. 


mizing Co., 


LEARN AND SAVE MONEY! 


“I spent a good many hours trying to dis- 
cover a new dip for passivating zinc. It 
didn’t seem right to use a dip that cost $1 
a gallon for so cheap a finish; however 
thanks to some of your teachings | came up 
with something that costs me 18 cents a 
gallon,” writes plating foreman Ben Sorren- 
tino, Likewise, YOU will learn how to save 
money in YOUR plating operations by en- 
rolling for ELECTROPLATING KNOW 
HOW training. Write JOSEPH B. KUSH- 
NER, ELECTROPLATING SCHOOL, 115 
BROAD ST., STROUDSBURG 10M, PA., 
TODAY! 


HAMILTON MILLS 


TURKION ‘EMERY 


For color and lustre be d compare, speci- 
fy INDIAN BRAND SH EMERY. 
Preferred by those who know the best. 

Also available — HECCO BRAND AMER- 
ICAN EMERY, for use in abrasive pastes 
and compositions, 


HAMILTON EMERY & CORUNDUM CO. 


CHESTER, MASS. 


SOMMERS BROS. 


MFG. CO. 
MFRS. OF “BEACON” 


Plating and Polishing Supplies and Equipment 
—Complete Semi and Full Automatic Installa- 
tions—Gold, Silver and Chrome Rouge, Stain- 
less Steel and Satin Finish Compounds—Buffs, 
Polishing and Felt Wheels. 


3439 NO. BROADWAY 
ST. LOUIS 7, MO. 


133/Circle on Readers’ Service Card 


134/Circle on Readers’ Service Card 


135/Cirele on Readers’ Service Card 


Anode Bags - Baffle 


AiLIED bagsare standard 
throughout the country 
est in price. 
Material especially known 
‘strength treated for removal of 
starches, plastisizers, and leaf. 
Anode bags of nylo 
vinyon, orlon, 
polyethylene. 


ALLIED INDUSTRIES CO. 


We make more anode bags than all other makers combined 
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Type K2 


222 CHICAGO ST. 


a AND SEMI-AUTOMATIC MACHINES 


POLISHING DEBURRING WIRE BRUSHING 
BUFFING © ABRASIVE BELT GRINDING 


If you perform any of the above operations on 
work that can be chucked, it will pay you to 


investigate our line of equipment. ” 


Shown at left is a model designed to handle 
articles from 6” dia. x 114” long to 3” dia. x 5’ 
long where high production is a must. 


Send samples of work for 1 dati 


AUTOMATIC BUFFING MACHINE CO. 


Est. 1909 BUFFALO 4, N. Y. 


METAL FINISHING, 
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nsohoff, Inc., Hamilton, O., pre- 


d a new two-in-one, side-by-side 


i-process cleaning machine exhib- 
. features of the combination drum 

4 conveyor type wash, rinse and dry 

pment. Sample parts, work and 

pans processed in the machine 

re on display. In attendance were 

|. VV. Shelt, field engineer: R. C. Wig- 

vice-president, and R. M. LaBoi- 

eaux. representative, from the Hamil- 
ton home office. 

Spar-Tan Engineering Co., Los An- 
veles. Calif. exhibited samples of a 
porous chromium process for which it 
is the exclusive western licensee. Pres- 
ent were Fred W. Gartner, sales man- 
ager: George J. Moeller, general man- 


Cooler, Faster Buffing 
with 


45° Spoke Buffs 


Patented spoke mounting princi- 
ple maintains best cutting angle 
of 45° for faster, smoother cutting 
with less pressure and no streaks. 
Ventilation from 24 openings. 


Write for folder. 


GUARANTEED BUFF CO., INC. 


20 VANDAM ST., NEW YORK 13, N. Y. 
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ager: Roger D. Moeller, plant manager. 

Speed-D-Burr Corp., Glendale, Calif. 
displayed representative units of its 
line of barrel finishing equipment, in- 
cluding a tumbling barrel, a hot saw- 
dust barrel with mechanical elevator 
other 
samples of the company’s line. In at- 
tendance were Haskell J. Miller, pres- 


ident, and sales and distributor repre- 


and separator, various 


sentatives from San Francisco, Seattle 


and Portland. 


Spee-Flo Co., Houston, Tex., exhib- 
ited its new units which spray paint 
without atomizing air. General Man- 
ager G. Peters of the Houston office 
headed a staff of booth attendants 
which included R. L. Stevenson, west- 
ern regional manager, San Francisco; 
and representatives from Denver, Los 
Angeles and San Francisco. 

Square Deal Machine Co., South 
Gate, Calif. exhibited a line of fully 
and semi-automatic polishing ma- 
chines, along with literature to illus 
trate the full line of products produced 
by this firm. President Phillip Great- 
head was in attendance. 

Turco Products, Inc., Los Angeles, 
Calif., had on display miniature tanks 
demonstrating a new aluminum con- 
version coatings. Also on display were 
production parts of titanium, magne- 
sium, aluminum and steel that are be- 
ing milled chemically. Another series 
of miniature tanks demonstrated the 
firm’s line of phosphate coatings. In 
attendance were C. F. Divine, adver- 
tising manager; D. T. Buist, director 
of sales; A. K. Beard, sales manager; 
and a large staff of district and assist- 
ant district managers, and sales engi- 
neers. 

National Carbon Co., a Div. of 
Union Carbide and Carbon 
sponsored a booth featuring a com- 


Corp. 


plete line of carbon and graphite prod- 
ucts as applied to the metal industries. 
Company representatives and engineers 
from various sections of the country 
manned the booth in relays through- 
out the five days of the Metal Show. 

Wyandotte Chemicals Corp., Wyan- 
dotte, Mich., exhibited new chemical 
processing products and metal cleaners 
for plating, painting, maintenance and 
manufacturing operations. Featured 
was a new low foaming spray cleaner 
for aluminum and magnesium, and a 
new cleaning and alkaline derusting 
compound. Present were A. Aubis, in- 
dustrial sales manager. 7. Todd, Los 
Angeles district manager: and techni- 
cal sales engineers from the Southern 
California district. 


Now Available! 


CONTACT WHEEL 


The New Duro-Red Live Rubber 
contact wheel — Faster, smoother, 
cleaner grinding and polishing. 


It’s the Live Rubber that makes the 
difference. It's been proven! 
WRITE TODAY FOR INFORMATION. 


THE NAZAR RUBBER CO. 
2727 Avondale, Toledo 7, Ohio 
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PRODUCTS 


7550 MELROSE AVE. 


CHEMICALS 


COMPOUNDED TO MEET THE 
REQUIREMENTS OF WESTERN PLATERS 


For really dependable quality and 
service, call 


JACK W. SCHULTZ & CO. 


LOS ANGELES 46, CALIF. 
Phone: WEbster 8-7502 


OUTPUT 


140/ Circle on Readers’ Service Card 
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LOWER-COST . 

CUTTING & POLISHING 
aluminum « brass 
copper « die 


ACIDS e CYANIDES 

@ BRITE DIPS STRIPPERS 

@ ALKALI CLEANERS 

@ ELECTRO CLEANERS for more keys to 

e@ PLATING COMPOUNDS GREATER BUFFING 


See pages 19, 102, 106, 115 


American Burr Company 
2414 South LaSalle Street cago 16, Illinois 


141/Circle on Readers’ Service Card 
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ADVERTISING RATES 


SECTION 


—USED EQUIPMENT AND SUPPLIES— ETC. 


ELECTROPLATING & 
POLISHING 
RUST PROOFING | 
CLEANING 
ANODIC TREATMENT | 


FOR SALE 


NEW AND REBUILT POLISHING AND BUFF- 
ING LATHES — CONSTANT AND VARIABLE 
SPEED — SINGLE AND DOUBLE MOTOR 
DRIVES — 3 PHASE, 60 CYCLE, 220/440 
VOLT, 1 TO 20 H.P. IN STOCK, AS FOL- 
Lows: 


3—Standard Electric, double 5 H.P. individ- 
ual spindles, variable speed, 1500-3000 
RPM. 

1—L’Hommedieu, Model 20A, 712 H.P. 
variable speed, 1500-3000 RPM. 

1—Hammond, 5 VRO, 5 H.P. variable 
speed, 1500-3000 RPM. 

6—Hammond, 7 RR, double 5 H.P. and 
double individual spindles. 

2—Gardner, 3DB, double 712 H.P. 
individual 

3—Divine, Type VCS, 5 H.P. constant 


speed. 

6—L’Hommedieu #12, 712, 10, 15 H.P. 
Constant speed. 

5—Acme semi-automatic motor drive buffing 
workholders. 

10—Backstand Idlers — Divine, Hammond, 
Portercable, Manderscheid. 


GUARANTEED REBUILT PLATING RECTI- 


FIERS — 3 PHASE, 60 CYCLE, 220/440 
VOLT. COMPLETE WITH OPERATING 
ACCESSORIES 


1—3000 ampere, 0-6 volt, Selenium Udylite, 
self-contained. 

2—1500 ampere, 6-12 volt, Selenium Rapid 
self-contained. 

2—1500 ampere, 0-12 volt, Selenium Wag- 
ner, remote control. 

1—1500 ampere, 6 volt copper magnesium 
Mallory Udylite, basic. 

1—400 ampere, 0-6 volt Mallory Udylite 
Jr., self-contained. 

MECHANICAL PLATING BARRELS FOR 
CYANIDE, COMPLETE WITH MOTOR 
DRIVES, TANKS AND RODS 
6—Crown, single cylinder units. 
1—Crown, double cylinder unit. 
1—Crown, three cylinder unit. 


FILTERS 


1—500 GPH, Sparkler Acid Filter. 
1—300 GPH, Belke Acid Filter. 
1—14” x 28” Industrial Acid Filter. 
1—SD6-6 Alsop Cyanide Filter. 


SPECIAL 


1—Used Crown, semi-automatic Plating Ma- 
chine (rubber lined) complete with con- 
veyor mechanism, lead heating coils and 
variable speed drive. Size of tank — 24’ 
long x 52” wide x 42” deep. 


REBUILT PLATING M/G SETS 
FULL CONTROL PANELS 
1—5000/2500 ampere, 9/18 volt Chandey- 
sson syn. 25° exciter in head. Built in 
1943. 
1—4000/2000 ampere, 9/18 volt Chandey- 
sson syn. 25° exciter in head. Built in 


1940. 

1—(Twin 3000 ampere) 6000/3000 amp- 
ere, 12/24 volt Chandeysson Syn. exciter 
in head. 


NEW CLINTON FAN COOLED SELENIUM 

RECTIFIERS COMPLETE WITH BUILT-IN 

VOLTAGE REGULATION AND ALL NECES- 
SARY OPERATING ACCESSORIES. 


WE CARRY A COMPLETE LINE OF NEW 
AND REBUILT PLATING AND POLISHING 
EQUIPMENT. 


CLINTON SUPPLY 
COMPANY 


112 South Clinton Street 
Chicago 6, Illinois 


FRanklin 2-3753 


PLATERS AND ANODIZERS 


M-G SETS — Motor 3-60-220/446 


Amp. Volt Make 
175 14 Delco 

200 Chandeysson 
300 7 Hobart 

400 60/60 G. E. 

500 6 Chandeysson 
500/250 6/12 Elec. Prod. 
750/375 6/12 Excel 

940 32 Elec, Prod. 
1500 15 Star 

1500 30/50 Century 

1500 40/65 G. E. 

1500 65 Westinghouse 
1500 70 Century 
2000/1000 6/12 Chandeysson 
2500/1250 6/12 Elec. Prod. 
5000/2500 6/12 Columbia 
5000/2500 9/18 Chandeysson 


10000 / 5000 6/12 Elec. Prod. 
BLOWERS & EXHAUSTERS 


CFM Pres. Make 
1100 4¥2"S.P. Bayley 
2344 2”S.P. Clarage 
2500 American 
2700 %”"S.P. Ilg 

3420 8’ S.P. New York 
9000 6” S.P. Northern 


MOTOR REPAIR & MANUFACTURING CO. 


1555 HAMILTON AVE., CLEVELAND, OHIO 


FOR SALE 


Slightly Used 
BUFFS 


Loose and Sewed 


Any Quantity 
MICHIGAN BUFF CO.., INC. 


3503 GAYLORD AVENUE 
DETROIT 12, MICHIGAN 


PLATING MACHINE 
FOR SALE 


One Frederic F. Stevens model A rack type 
copper, nickel, chrome plating machine, 
double row type with attachments. Nickel 
tank split for two operations. Overall size 46’ 
x 13'6” x 54” deep. Used one and a half 
years. Acquisition cost approximately $75,000. 
Several attachments. Address: March 1, care 
Metal Finishing, 381 Broadway, Westwood, 
J. 


AVAILABLE FOR 


IMMEDIATE SHIPMENT, 
ATTRACTIVE VALUES 


THE FOLLOWING EXCELLENT REBUILT AND 

GUARANTEED ELECTROPLATING MOTOR 

GENERATOR SETS AND RECTIFIERS, WITH 
FULL CONTROL EQUIPMENT: 


—PLATERS— 


1—+ 20/4000 Ampere, 6/12 Volt, Chandey- 
Synch. 

1—7500/3750 Ampere, 9/18 Volt, Hanson- 
Van Winkle-Munning, Synch. 

1—6000/3000 Ampere, 6/12 Volt, Electric 
Products, Synch. 

1—5000/2500 Ampere, 9/18 Volt, Chan- 
deysson, Synch., Exc.-in-head. 

1—4000/2000 Ampere, 6/12 Volt, Chan- 
deysson, Synch., Exc.-in-head. 

4—3000/1500 Ampere, 12/24 Volt, Chan- 
deysson, Exciter-in-head. 

1—2500/1250 Ampere, 9/18 Volt, Electric 
Products, Synch., Exc.-in-head. 25°C. 
1—2000/1000 Ampere, 6/12 volt, Hanson- 

Van Winkle-Munning. 
1—1500/750 Ampere, 12/24 volt, Chandey- 
sson, Synch., Exc.-in-head. 


—ANODIZERS— 
1—1000 Ampere, 40 Volt, Chandeysson, 
1—1000 Amp., 30 V., Ideal, Exc.-in-head. 
1—750 Ampere, 60 Volt, Hanson-Van Win- 
kle-Munning, Synch., Exc.-in-head. 
1—500 Ampere, 25 Volt, Chandeysson, 
Synch., Exc.-in-head. 
4—400 Ampere, 40 Volt, Separately Excited. 


—RECTIFIERS — 


1—2000/1000 Ampere, 6/12 Volt, G. E. 

1—Green Selectoplater, 1800 Ampere, 12 
Volt, 220/3/60. 

1—1500/750 Ampere, 6/12 Volt, Udylite- 
Mallory. 

4—1440/720 Ampere, 6/12 Volt, Udylite- 
Mallory. 

1—750 Ampere, 12 Volt Self-Contained 
Selenium Udylite-Mallory. 

1—Sel-Rex Selenium 1200 Amp., 6 Volts 
for 440/3/60. 


—SPECIAL— 


2—Crown & H-VW-M Centrifugal Dryers, 
#1 and #2, with heat. 

1—H-VW-M Full-Automatic Plating Machine, 
87’ long, 39” lift, was used for chrome. 

1—Udylite Semi-Automatic Plating Machine, 
for cyanide, size 19’ long x 48” wide 
x 36” deep. 

2—RONCI Enamelers, No. R-100 and R-200. 

1—Almco DB-8 Deburring Barrel, 2-Com- 
partment, Vari-Drive. 

1—Almco DB-2 Deburring Barrel, lined. 


Above is partial list only. Write to us for all 
your requirements for Plating, Anodizing 
and Metal Finishing. 


WIRE — PHONE — WRITE 


M. E. BAKER COMPANY 


25 WHEELER STREET, CAMBRIDGE 38, MASS. 
Phone: Kirkland 7-5460 
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READY-REFERENCE SECTION 


EQUIPMENT AND SUPPLIES— 


TING 


| PRICED RIGHT FOR QUICK SALE 
or RECONDITIONED 
1—Rapid Electric Selenium Rectifier, 750 Amps. 0-12 D.C. Volts. 
and GUARANTEED 1—Buffalo Semi-Automatic — 4 Spindle. 4 
—i6 Henderson Tilting Tumbler w/steel Tub — motorized. 
H tacks, $325.00. —Hammon 5 variable speed Polishing Machines 
3 pen 6 v. 500 ampere units with con- 1—L’Hommedieu 3 H.P. variable speed Buffers 1500-2000 R.P.M. 
trots. ee 9—U. S. Electrical 5 H.P. variable speed Buffers. 
i— Vv. 
i—Rapid 24 2000 ampere with new Host Ampares 6-12 volte. 
. a MG Set 6000/3000 amp. 6/12 volt 1—Nickel Plating Barrel 36” cylinder w hoist. 
300 R.P.M. complete. 1—Complete Chromium Tank lead lined 96” x 39” x 36” deep with 3 sided hood, blower and 
i|—Bogue MG Set 5000/2500 amp. 6/12 v. motor, 2 lead coils etc. (others). 
=. 24v 4—Periodic Reverse Units 250-500 amperes. 
ic AUTOMATIC POLISHING EQUIPMENT 1—Chandeysson Motor Generator Set 6000/3000 amperes 6/12 D.C. volts w panel, etc. 
|—75’ Straight Line, Extrusion & Rectangular Tub- 1—Richardson Allen 500 Ampere 0-6 volt Rectifier w remote control. 
ing Machine Heads, 7-10 H.-P. 2-—Double and Single Cathode Rod Agitators. 
Ey —Tan eostats, Knife Switches all capacities. 
2— “each machine: comp. 21——-Blowers and Motors multivain (fume) paddle wheel (dust). 
polishing heads 
: 2—Aeme AZ TANKS — ALL SIZES AND LINING 
° h 
table & 7 pol- Rectifiers — 25 Amperes to 10,000 Amperes 
fer Airbuffs — Compounds — Anodes — Chemicals, etc. 
. 1-8 spindle semi-automatic buffing machine. For Quality, Dependability & Service call on: 
18—Automatiec Machine Co. oscillating single spin- 
die semi-automatics, Lefts & Rights. BRUCAR EQUIPMENT & SUPPLY co 
POLISHING MACHINES 
HP. resco Type Lathes. WAREHOUSE: 602-604 - 20TH STREET BROOKLYN 18, N. Y. 
ol. Mach. also 
Gardner 36 "Polishing Lathes, single & iguble, Telephone: STerling 8-0236 - 7 - 8 
‘—Hammond Double 5 Lathes. 
i—Hisey 0 ar. spee pol. mach. 
4—U. S. 295 Var. d 5 H.P. pol. mach. Pri ! 
New 5 H.P- Lathes $385.00; 7!% $445.00. Priced To SELL! 
; TUBE POLISHING EQUIPMENT RECTIFIERS — GENERATORS — EXHAUST FANS 
i—Type ‘‘S’’ Production Tube Polisher, up to 
b . — 
Type a" Production Tube Polisher up to 6” HEAT EXCHANGERS PUMPS 
tubi 
|—Production #10! w/10_H.P. motor. GEARED HEAD MOTORS 
2—Production 210! in Tandem with 1-15 H.P. 
motor. RECTIFIERS lon heating, 320,000 BTU cooling 
FILTERS 1—4000 Amp., 12 Volt Bart-Messing 1—Industrial 6 Graphite Tubes, 4800 gal- 
7—Industrial Filters Rubber Lined 10 x 28, 14” x 1—3000 Amp., 18 Volt Hanson-Van Winkle lon heating, 160,000 BTU cooling 
, 6—Alsop NR & WR 5” & 7” steel & stainless steel. 1—3000 Amp., 6 Volt Bart-Messing PUMPS 
19—Various makes steel and stainless steel. 1—2000 Amp., 6 Volt Hanson-Van Winkle 10—S Pp 1 HP to 7% HP 
PLATING BARRELS 2—1500 Amp., 6 Volt Richardson-Allen 15—LaBour ye lead lined stainless 
Udylite 16” x 42” Lucite Cylinders, cleaning, pick- 1—1000 Amp., 6 Volt Hanson-Van Winkle 
ling, plating & rinse line with 6-16” x 42” lu- MOTOR GENERATOR SETS steel and Duriron Centrifugal Pumps 
. cite cylinders, ideal for cadmium or zinc. ’ XH T FAN 
LaSaleo 14” x 42” complete line, cleaning, plating, 1—2500/1250 Amp. H-V-W, 6/12 volts E : AUS ANS 
:, 2—Merell’' 14" x 30” rubber lined barrels. 1—3200 Amp. General Electric, 24 volt 10—Buffalo size 450C, 450D, 400D and 
fo oe 1—1600 Amp. General Electric, 24 volt 375C vent sets 
i—Stevens 6 barrel 20’ horseshoe type semi-automa- 1—1000 Amp. Century, 24 volt MOTORS 
: tle w/6 extra barrels. 1—750 Amp. Westinghouse, 24 volt 10—'2 & 1 HP Boston ratio motors for os- 
TUMBLING EQUIPMENT HEAT EXCHANGERS cillation motions 
lg ge aa Te 2—Industrial 12 Graphite Tubes, 6400 gal- | 4—2 & 3 HP geared head agitators 
!—Roto-Finish DW 30-36-1 steel complete. SEND US ALL YOUR INQUIRIES! 
8—Abbotts 8” 30”, 16 30” I d double, 
belt and meter driven. J. LAND, INC. 
COMPLETE PLANTS 146-148 GRAND STREET, NEW YORK 13, N. Y. Phone: CAnal 6-6976 
" 2—Silver Ware Refinishing Shop j 
| i—Palishing, ‘Plating. Shop, Gavel & Still, Zine & Established 1910 
admi 
9 !—Polishing Shop 3 machines, copper & cadmium 
still plating. 
DRYING EQUIPMENT 
5 BARREL CLEANING-PLATING UNIT 
t—Ransohoff Spiral Dryer—Gas Heated. 
DEGREASERS FOR SALE AT REDUCED PRICE 
f - ‘ Cleaning side has large loading hopper, cleaning, pickling, cyanide dip and rinse 
f . : tanks, and 3 monel 14” x 36” cylinders with gears and hangers and 1%” perfora- 
7 Pesto Plating EquipmentCorp. tions; transfer hopper; 5 station motorized plating unit includes 6 lucite cylinders 
; (1 a spare), 14” x 36” with %° perforations; 5 Udylite Mallory rectifiers 750 
amp. 12v./1500 amp. 6v. (220 v. 3 phase 60 cycle), 1 timer for each cylinder, 
automatic brightener addition unit, 2 Crown dryers with large Modine heater 
j Acids, Cyanides, Solvents, Supplies for Wood, attached; plate-coils, rinse tanks; whole unit completely integrated with 3 - 500+ 
; Plastics and Metals. electric hoists and 75 ft. electrical track. Good condition, immediate delivery. In- 
15 Wythe Ave. Brooklyn 11, New York —as . Address: May 2, care Metal Finishing, 381 Broadway, West- 
wood, N. J. 
EVergreen 4-1412-3-4 
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ADVERTISING RATES 


Yearly (12 time 


SECTION 


—USED EQUIPMENT AND SUPPLIES— ETC. 


ELECTROPLATING. 
POLISHING 


RUST PROOFING” 


CLEANING 
ANODIC TREATMENT 


QUALITY 
EQUIPMENT 


PRICED RIGHT AND READY 
FOR IMMEDIATE DELIVERY 


PLATING EQUIPMENT 


30 Plating Barrels: Crown — Udylite — 
HVWM — various sizes. 


1 HVWM_ Semi-Automatic Rubber lined 
Plating Unit: 33’ long, 312’ wide, 3’ deep 
with Reeves Variable Speed Drive and Mov- 
able Agitator. 

6 Semi-Automatic Plating Tank Units: Udy- 
lite 20’ — HVWM 20’ — Crown 35’ — 
U. S. Galvanizing 12’, 16’ and 20’. 

1 HVWM 4 station Plating Barrel Unit: 
36x14; rubber lined tank, rubber cylinders. 
40 Chrome Plating Tanks: 2’ to 20’ long 
lead lined with tank rheostats, rods, fume 
ducts, lead heating coils. 

175 Plating, Rinsing, Cleaning Tanks: as- 
sorted: wood, steel, lead lined, rubber lined. 
All sizes 2’ to 16’ long. 

150 Rheostats & Switches, assorted: 50 
amps. to 2000 amps. All makes HVWM, 
Crown, Columbia, Holland, Udylite. 

10 Centrifugal Dryers: acid crocks, motor 
driven exhaust fans, fume blowers, complete 
acid and dip rooms, cleaning and washing 
tanks, plating racks and many other items. 


30 Rubber lined Nickel Plating Tanks: 2’ to 
12’ long; with rods, rheostats, motor driven 
tank rod agitators, heating coils, etc. 


16 DETREX, BLAKESLEE, CIRCO, Steam, 
Gas and Electrically Heated Degreasers: 3’ 
to 6’ long, single dip and 3 dip type, with 
pumps, tanks, fume ducts. 


12 STEINER IVES and GEHNRICH Paint 
Baking and Drying Ovens: electric, all 
sizes; full automatic, recirculating type with 
controls, fans, blowers. 


CHANDEYSSON: 1000 amps to 5000 amps. 
HVWM: 500 amp. - 5000 amp. 

HOBART: 100 amp. - 2000 amp. 
COLUMBIA: 1000 amp. - 4000 amp. 
BOGUE ELECTRIC: 500 amp. - 3000 amp. 
AMERICAN GIANT: 250 amp. - 4000 amp. 


ANODIZERS: 5 to 40 volts; 100-3000 amps. 
all above complete with motors, panel 
board, starting equipment; separately ex- 
cited, interpole type. 

ALL SIZES — TUMBLING BARRELS: Ab- 
bott — Baird; complete with stones and 
steel balls. 


ALL EQUIPMENT IN STOCK 
INSPECTION INVITED 
All quoted subject to prior sale. 


J. HOLLAND & SONS, INC. 


485 KEAP ST. @ BROOKLYN 11, N. Y. 
STagg 2-2022 


DEGREASERS FOR SALE 


oo 


BLAKESLEE 


1—Blakeslee Model THTL 
Serial *6760 motorized de- 
greaser, complete with 12” 
x 18” barrels or baskets. Note 
vapor generating sump is off- 
set from the machine proper, 
cutting down evaporative 
area, as well as size of the ma- 
chine to fit into space provid- 
ed. Degreaser provides for 
liquid immersion, followed 
by rinse in hot concentrated 
vapors. The machine is load- 
ed and unloaded at one end. 


Plus still. 


DETREX 


1—Detrex Solvent Degreaser 


Model VM 325. 

3-Stage Operation. Vapor- 
Spray-Vapor, Richard Wil- 
cox Conveyorized Accom- 
panying Still, Large Capacity 
Production, Clearance for 
Work 3’ x 3’. Another Mono- 
rail can be added for Double 


Production. This Degreaser is 
28 foot x 6. 


BOTH OF THE ABOVE UNITS MAY BE MOVED AT ONCE. 
UNITS MAY BE SEEN ON OUR PREMISES IN NEW JERSEY. 


PESCO PLATING EQUIPMENT CORP. 


75 WYTHE AVENUE, 


BROOKLYN 11, NEW YORK 


EVergreen 4-7472-3-4 


AUTOMATIC MACHINES FOR SALE 


1—Hanson-Van Winkle fully automatic plating machine, elevator type, double 
row; 40’ long x 1212’ wide x 1014’ high; 32 stations; arms are on 24” centers 
with 36” lift. Tanks are 42” deep x 60” wide. Machine is complete with tank 
linings, anode rods, submerged terminals, pipe coils, control panel, etc. This 
machine and tanks are in excellent condition having been used only 11/2 years. 
The machine is suitable to any plating or anodizing cycle. 

1—Hanson-Van Winkle fully automatic processing machine, elevator type; 24’ long 
x 91/2’ wide x 1012’ high; 12 stations; arms are on 36” centers with a 36” lift. 
Arms suitable to carry racks or baskets. Tanks are 42” deep x 42” wide. Ma- 
chine is complete with tanks, pipe coils, control panel, etc. This machine is 
suitable for phosphate coatings, chromate coatings, bright dipping, Alodine or 


any other chemical processing. 


Both of these machines are very reasonably priced and available for immediate 


delivery. 


Address: May 1, care Metal Finishing, 381 Broadway, Westwood, N. ¥ 
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READY-REFERENCE SECTION 


anes), —USED EQUIPMENT AND SUPPLIES— 


ELECTROPLATING 


PLATERS’ REMEDIES 


i-HEAL-U OINTMENT for cyanide sore healing. 
CHROME OINTMENT for chromium sore healing. 
NICKEL-ITCH OINTMENT for platers’ itch. 
Prices for any of above each $1.00 — 4 oz. 
Don’t wait until you are suffering — 
order your supply now. 


WAMBAUGH CHEMICAL CO. 
9 & Jackson St. Goshen, Indiana 


SCRAP BUFFS 
WANTED 
ANY QUANTITY 
S. J. WILLIAMS 


2 No. Emerson St., Mt. Prospect, Ill. 
Clearbrook 3-8325 


FOR SALE 
Ransohoff Spiral Hot Air Dryer 
PEERLESS PLATING COMPANY 


Muskegon, Michigan 
Phone 3-1815 


RECTIFIERS FOR SALE 
BRAND NEW G. E. RECTIFIERS in original crates. 


Model 6RC138F 11, copper oxide, 300 amps., 6 volts DC for 220/3/60 AC. 
No controls. 


SPECIAL PRICE: $195.00 each — F.O.B. Cambridge, Mass. 
M. E. BAKER COMPANY, 25 Wheeler Street, Cambridge 38, Mass. 


PLATING SHOP 
FOR SALE 


Tampa, Florida electroplating and lamp busi- 

ness established seven years. Price $10,000, 

half cash, including real estate, inventory and 

complete equipment. Illness compels sale. 
OTTO JOHNSON, INC. 

301 Franklin St. Tampa, Florida 


SITUATIONS OPEN 


BUFFING COMPOUND 
SALESMEN 


SITUATION OPEN — Distributors, jobbers 
and manufacturers agents wanted to distribute 
and sell the full line of Schaffner’s polishing 
and buffing composition in bar, spray or paste 
form, and a complete line of polishing room 


supplies. 


SCHAFFNER MANUFACTURING COMPANY, 
INC. 


Emsworth, Pittsburgh 2, Pa. 


SALES 
REPRESENTATIVE 


SITUATION OPEN—Sales represen- 
tative wanted to sell complete line of 
metal finishing compounds. Alkaline 
cleaners, buffing compounds, solvents, 
plating solutions, additives and finishes 
in Eastern Massachusetts. Experience 
in industrial chemical or plating field 
required. Long established chemical 
manufacturer and distributor. Excellent 
benefits including car. Send resume to 
Box 387, Avon, Conn. 


ELECTROPLATER 


SITUATION OPEN—Exceptional opportun- 
ity to the right man to assist in setting up 
new Udylite automatic chrome plating plant 
and supervise buffing, plating and painting de- 
partments. Must have previous experience in 
plating zinc die castings, brass barre! plating 
and dichromating and do own analysis on 
plating solutions. 

We are an established company with AAA-1 
rating. You will live and work in a clean, pro- 
gressive Denver suburb, close to the moun- 
tains, with excellent schools and recreational 
facilities. If you meet the above qualifications, 
please give complete experience resume, date 
of availability, salary bracket and other in- 
formation. 

All replies held in strictest confidence. 


NORGREN-STEMAC, INC. 
1277 So. Cherokee St., Denver 23, Colo. 


CHEMIST 
SITUATION OPEN—Chemist for plating 
laboratory in large finishing company, New- 
ark, N. J. Experience in analysis and con- 
trol. Reply submitting full resume of expe- 
rience to May 3, care Metal Finishing, 381 
Broadway, Westwood, N. J. 


PLATING-POLISHING 
SALESMAN 


SITUATION OPEN—Salesman wanted for 
Los Angeles area, to sell plating and polishing 
equipment and supplies. Write, giving full in- 
formation regarding qualifications, experience, 
etc. Address: April 2, care Metal Finishing, 
381 Broadway, Westwood, N. J. 


SEND FOR OUR 
LIST OF BOOKS 
ON FINISHING 


SITUATIONS WANTED 


SUPERVISOR - ENGINEER 


SITUATION WANTED—Fourteen years experience 
in metal finishing, in positions of department head 
and chemist. Thorough knowledge of anodizing, plat- 
ing, buffing, conversion coatings, painting and heat 
treating. Can control and maintain all baths and per- 
form plant layout. Address: May 4, care Metal Fin- 
ishing, 381 Broadway, Westwood, N. J. 


PLATING AND 
METAL FINISHING CHEMIST 


SITUATION WANTED—German technical Univer- 
sity graduate analytical chemist, 49 years old, wid 
owed, single. Now chief chemist with one of the 
leading mideast manufacturers of plating and finish 
ing chemical products. Analysis, control; research, 
development. Address: May 6, care Metal Finishing, 


381 Broadway, Westwood, N. J. 


INDUSTRIAL CLEANING CHEMIST 


SITUATION WANTED—Specialist in metal 
and all phases of industrial cleaning, and al- 
lied chemical specialties. Formulation, devel- 
opment, service, management, production, 
purchasing. Age 34. Salary minimum $12,500. 
Address: May 5, care Metal Finishing, 381 
Broadway, Westwood, N. J. 


44th ANNUAL CONVENTION OF THE A.E. S. 
JUNE 16 — 20, 1957 
| MONTREAL, CANADA 
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SUPPLIERS Of EQUIPMENT AND MATERIALS AND ADVERTISERS INDEX 


Abbott Ball Co. 
1052 New Britain Ave., Hartford 10, Conn. 
Acme Manufacturing Co. 
1400 E. 9 Mile Rd., Detroit 20 (Ferndale), Mich. 
Alert Supply Co. 
2041 S. Davie Ave., Los Angeles 22, Calif. 
Allied Industries Co. 
18400 Mt. Elliott Ave., Detroit 34, Mich. 
Allied Research Products, Inc. 83 
4004 E. Monument St., Baltimore 5, Md. 
Alsop Engiheering Corp. 
1202 Bright St., Milldale, Conn. 
Alvey-Ferguson Co. 
502 Disney St., Cincinnati 9, Ohio 
American Brass Co. 
Waterbury 20, Conn. 


American Buff Co. 19, 102, 106, 115, 117 
2414 S. LaSalle St., Chicago 16, III. 
American Metal Co., Ltd. 35 


61 Broadway, New York, N. Y. 
American Platinum Works 
231 New Jersey R. R. Ave., Newark 5, N. J. 


American Rack Co. 107 
8139 N. Lawndale Ave., Skokie, Ill. 
Apothecaries Hall Co. 26 


22 Beneaict st., Waterbury 20, Conn. 
Atlantic Compound Co., The 
1860 Baldwin St., Waterbury, Conn. 
Automatic Buffing ‘Machine Co. 116 
222 Chicago St., Buffalo 4, N. Y. 
Bacon Felt Co. 


437 W. Water St., Taunton, Mass. 


Baker Bros, Inc. 40 
564 E. First St., So. Boston, Mass. 

Baker Co., The M. E. 118 
25 Wheeler St., Cambridge 38, Mass. 

Barker Bros., Inc. 112 


1660 Summertield St., Brooklyn 27, N. Y. 
Battelle Development Corp. 

Columbus |, Ohio 
Beam Knodel Co. 102 

195 Lafayette St., New York 12, N. Y. 
Behr-Manning Corp. 


Troy, N. Y. 

Belke Manufacturing Co. 32, 103 
947 N. Cicero Ave., Chicago 51, Ill. 

Better Finishes G Coatings, Inc. 93 
268 Doremus Ave., Newark 5, N. J. 

Bison Corp. 111 
1935 Allen Ave., S.£., Canton, Ohio 

Blakeslee & Co., Ss. 99 
1844 S. Laramie Ave., Chicago 50, III. 

Block G Co., Wesley 30 
39-15 Main St., Flushing, N. Y. 

Brucar Equipment. & Supply Co. 119 
602-604 20th St., Brooklyn, N. Y. 

Buckeye Products Co. 113 
7033 Vine St., Cincinnati 16, Ohio 

Buckingham Products Co. 95 


14100 Fullerton Ave., 
Ceilcote Co. 
4832 Ridge Rd., Cleveland 9, Ohio 
Chandeysson Electric Co. 25 
4076 Bingham Ave., St. Louis 16, Mo. 
Chemical Corp., The 
58 Waltham Ave., 
Chicago Rubber Co. 
651 Market St., Waukegan, Ill. 
Churchill Co., Inc., Geo. R. 
Hingham, Mass. 
Circo Equipment Co. 
51 Terminal Ave., Clark Twp. enatettnicid N. J. 
Clair Manufacturing Co. 


Detroit 27, Mich. 


Springfield, Mass. 


Olean, N. Y. 

Cleveland Process Co. 87 
1965 E. 57th St., Cleveland 3, Ohio 

Clinton Supply Co. 118 
112 S. Clinton St., Chicago 6, 

Cohn Mfg. Co., Inc., Sigmund 41 


121 S. Columbus Ave., Mt. Vernon, N. Y. 
Chemical Corp. 


8 E. Main St., Rockville, Conn. 
Chemical Co. 94 
7014 Euclid Ave., Cleveland 3, Ohio 
Rheostat & Supply Co. 15 


465 N. Kimball Ave., a 18, 
-Wright Corp. 
Caldwell, N. J. 


Daniels Plating Barrel Co. : _ 41 
129 Oliver St., Newark 5, N. J. 
Davies Supply & Mfg. Co. 110 


4160 Meramec St., 
Davis-K Products Co. 
135 W. 29th St., New York 1, 
Dean Thermo- Panel Coil Div., 
Dean Products, Inc. 106 
613 Franklin Ave., Brooklyn 38, N. Y. 
Diamond Alkali Co. 
300 Union Commerce Bldg., Cleveland 14, Ohio 
Dixon & Rippel, Inc. 
Box 116, Saugerties, N. Y. 
Dow Chemical Co., The 11, 28 
Midland, Mich. 
Du-Lite Chemical Corp. 
Middletown, Conn. 


St. Louis 16, Mo. 


Du Pont de Nemours & Co., E. I. 38, 43 
Wilmington 98, Del. 7 
Electro-Glo Co. 34 
1430 S. Talman Ave., Chicago 8, III. 

Electronic Rectifiers, Inc. 107 
2102 Spann Ave., Indianapolis a, 

Enthone, Inc. 3 
442 Elm St., New Haven, Conn. _ 


Federated Metals Div., American Smelting 
& Refining Co. 81 
120 Broadway, New York 5, N. Y. 


Forbes, W. D. 

129 Sixth Ave.. S.E... Minneapolis 14, Minn. 
Formax Corp. 

3171 Bellevue, Detroit 7, Mich. 
Frank, Paul 


118 E, 28th St., New York 16, N. Y. 
G. S. Equipment Co. 42 
15585 Brookpark Rd., Cleveland 11, Ohio 
Garfield Buff Co. 104 


6 Clinton Rd., Caldwell, N. J. 

General Electric Co. 
1 River Rd., Schenectady 5, N. Y. 

Glo-Quartz Electric Heater Co., Inc. 67 
4066 Erie St., Willoughby, Ohio 

Graver Water Conditioning Co. 


216 W. 14th St., New York 11, N. Y. 
Grav-i-Flo Corp. 
400 Norwood Ave., Sturgis, Mich. 


Guaranteed Buff Co., Inc. 117 
20 Vandam St., New York 13, N. Y. 

Gumm Chemical Co., Inc., Frederick 

Inside Front Cover 

538-542 Forest St., Kearny, N. J 

Hamilton Emery G Corundum Co. 116 
Chester, Mass. 

Hammond Machinery Builders, Inc. 
1601 Douglas Ave., Kalamazoo 54, Mich. 

Handy G Harman 77 
82 Fulton St., New York 38, N. Y. 

Hanson-Van Winkle-Munning Co. 7OA-D, 79 
Matawan, N. J. 

Harrison & ‘Co., In 106 
487 Groveland St, Haverhill, Mass. 

Harshaw Chemical Co. . The 14 
1945 E. 97th St., Cleveland 6, Ohio 

Heil Process Equipment Co. 
12901 Elmwood Ave., Cleveland 11, Ohio 

Henderson Bros. Co. 
136 S. Leonard St., Waterbury, Conn. 

Holland & Sons., tnc., J. 120 
475 Keap St., Brooklyn 11, N. Y. 

Hooker Electrochemical Co. 13 
1303 Union St., Niagara Falls, N. Y. 

Hull & Co., Inc., R. O. 
1303 Parsons Ct., Rocky River 16, Ohio 

Illinois Water Treatment Co. 


840 Cedar St., Rockford, ~— 

Industrial Filter & Pump Mfg. 23 
5906 Ogden Ave., 56, 

industrial Instruments, Inc. 10 


89 Commerce Rd., Cedar Grove, N. J. 
Industrial Plastic Fabricators, Inc. 

Norwood, Mass. 
Infilco, Inc. 

912 S. Campbell Ave., Tucson, Ariz. 
International Rectifier Corp 

1521 E. Grand Ave., El Segundo, Calif. 
Rustproof Corp. 

1575 Merwin Ave., tiolend 13, Ohio 
Jelco Finishing Equipment Corp. 


153 E. 26th St., New York 10, N. Y. 

Joe-D Buff Co. 24 
Sandwich, Ill. 

Kiem Chemicals, Inc. 97 
14401 Lanson Ave., Dearborn, Mich. 


Kocour Company 96 
4802 S. St. Louis Ave., Chicago 32, III 

Kosmos Electro-Finishing Research, Inc. 
140 Liberty St., Hackensack, N. J 


Kushner, Joseph B. 116 
Pa. 

Land, Inc., L. J. : 119 
146-148 Grand St., New York 13, N. Y. 

Lasolco, Inc. 17 
2818-38 Lasalle St., St. Louis 4, Mo. 

Lea Mfg. Co. _ 38A 


16 Cherry Ave., Waterbury 20, Conn. 
Lea Michigan, Inc. 
14066 Stansbury Ave., Detroit 27, Mich. 


Lea-Ronal, Inc. 38B 
139-20 109th Ave., a5, 

L’Hommedieu & Sons Co., Chas. F. os 5 
4521 Ogden Ave., Chicago, Ill. 

Macarr, Inc. 109 


2543 Boston Rd., Bronx 67, N. Y. 
MacDermid, Inc. 
Waterbury 20, Conn. | 
Maanuson Products Corp. 
50 Court St., Brooklyn 2, N. Y. 
Manderscheid Co., The 
212 So. Clinton St., Chicago 6, III. 
Manhattan Rubber Div., 
Raybestos-Manhattan, Inc. 


Back Cover 


6 Willett St., Passaic, N. J. 

Manning, Maxwell & Moore, Inc. 34 
Stratford, Conn. 

McAleer Manufacturing Corp. 109 
101 S. Waterman Ave., Detroit 17, Mich. 

Metal & Thermit Corp. 33, 46 
Rahway, N. J. 

Michigan Abrasive Co. 20 
11900 E. 8 Mile Rd., Detroit 5, Mich. 

Michigan Buff Co. 118 
3503 Gaylord Ave., Detroit 12, Mich. 


Michigan Chrome & Chemical Co. 12 
8615 Grinnell Ave., Detroit 13, Mich. 


Miller Corp., Harry 
4th G Bristol Sts., Philadelphia 40, Pa. 


Mitchell-Bradford Chemical Co. 16 
Wampus Lane, Milford, gg 
Motor Repair & Mfg. Co. 118 


1555 Ave., 14, Ohio 
Murray-Way Cor 89 
P. O. Box 180, = Rd. E., Birmingham, Mich. 
Mutual Chemical Div., 
Allied Chemical &G Dye Corp. 8 
61 Broadway, New York 6, N. Y. 


Nazor Rubber Co., The 7 
2727 Avondale, "Toledo 7, Ohio 

Northwest Chemical Co. 
9310 Roselawn Ave., Detroit 4, Mich. 


Norton Co. 
1 New Bond St., Worcester 6, Mass. 

Ockite Products, inc. 4 
18 Rector St., New York 6, N. Y. 

Packer Machine Co. 8&6 
Center St., Meriden, Conn. 

Pennsylvania Salt Mfg. Co. &4, 85 
3 Penn Center Plaza, Philadelphia 2, Pa. 

Pesco Plating Equipment Corp. 119, 120 
75 Wythe Ave., Brooklyn 11, N. Y. 

Pfizer G Co., Inc., Chas. 3} 


630 Flushing Ave.. Brooklyn 6, N. Y. 
Platers Research Corp. 
59 E. 4th St., New York 3, N. Y. 
Plating Products, Inc. 1 
1509 N. Washington, Kokomo, Ind. 
Promat Div., Poor & Co. 102 
851 S. Market St., Waukegan, Ill. 
Rapid Electric Co. 
2891 Middletown Rd., Bronx 61, N. Y. 
Raybestos-Manhattan, Inc. 
Manhattan Rubber Div. 
Passaic, N. J. 
Richardson-Allen Corp. 30 
39-15 Main St., Flushing, N. Y. 
Robé, Inc. 
6416 Brandon Ave., Springfield, Va. ; 
Roto-Finish Co. 22 
3706 Milham Rd., Kalamazoo, Mich. 
Rutley Industries 91 
415 Greenwich St., New York 13, N. Y. 
Sabin Metal Corp. 
310 Meserole Ave., Brooklyn 6, N. Y. ; 
Saran Lined Pipe Co. 7 
2415 Burdette Ave., Ferndale 20, Mich. 
Sarco Co., Inc. 
350 Fifth Ave., New York 1, 


N. Y. 


Schaffner Mf Co. Ta, 
Schaffner Cantar Emsworth, Pittsburgh 
Schori Process Div., FerroCo Corp. 24 

8-11 43rd Rd., Long Island City 1, N. ¥.. 


Schultz G Co., Jack W. 7 
7550 Melrose Ave., Los Angeles 46, Calif 


Sel-Rex Corp. 108, Inside _— Cover 
155 Manchester PI., Newark 4, N. 

Sethco Mfg. Co. 105 
74 Willeughby St., Brooklyn, N. Y. 

Seymour Manufacturing Co. 92 
4 St., Seymour, Conn. 

Siefen Co., J. J. 36 
5643 Lauderdale, Detroit 9, Mich. . 


Smoothex, Inc. 
10705 Briggs Rd., Cleveland 11, Ohio 
Solvay Div., Allied Chemical G 
Cor 


61 aadnay, New York 6, N. Y. 
Sommers Bros. Mfg. Co. 116 
3439 No. Broadway, St. Louis 7, Mo. 
Sparkler Mfg. Co. 
Mundelein, Ill. 
Stainless Steel Corp. of America 
Ohio Edison Bldg., Youngstown 3, Ohio 
Stevens, Inc., Frederic B. 29 
1808 - Detroit 16, Mich. 
Stokes Corp., F. J. 
5500 Tabor Rd., Philadelphia 20, Pa. 
Storts Welding Co., Inc. 108 
38 Stone St., Conn. 
Stutz Mfg. Co., Geo 
4430 Carroll 24, 
Sulphur Products Co., Inc. 100 


621 W. Pittsburgh St., Greensburg, Pa. . 
Syntron Co. § 
Homer City, Pa. 

Tamms Industries, Inc. 1 
228 N. LaSalle St., Chicago 1, Ill. a 


Technic, Inc. 

39 Snow St., Providence, R. |. 
7 Electric & Machine Works 

9 So. Jefferson St., Chicago 6, 

Inc. 

Lansing 4, Mich. 
Trerice Co., The H. O. 

1420 W. Lafayette Bivd., Detroit 16, Mich. ‘ 
True-Brite Chemical Products Co. 104 


P. O. Box 31, Oakville, Conn. 

Tube Turns Plastics, Inc. 
2929 Magazine St., Louisville 11, Ky. 

Udylite Corp., The 18A, |8B 
Detroit 11, Mich. 

Unit Process Asemblies, Inc. 90, 115 


61 East 4th St., New York 3, N. Y. 
U. S. Galvanizing & Plating cowlemey Corp. 44 


31 Heyward St., Brooklyn 11 i 
U. S. Stoneware Co. , 21 
Akron 9, Ohio 
Univertical Foundry & Machine Co. 03 

14841 Meyers Rd., Detroit 27, Mich. 
Wagner Brothers, Inc. 27 


418 Midland, Detroit 3, Mich. 

Walker Div., Norma- Hoffman Bearings Corp. 39 
Stamford, Conn. 

Wolverine Metal Co. ; 
6500 E. Robinwood Ave., Detroit 34, Mich. 


Wyandotte Chemicals Corp. 18 
Wyandotte, Mich. 
Zialite Corp. 14 


92 Grove St., Worcester 5, Mass. 
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priced to compete 
with ordinary mass- 
produced equipment! 


GERMANIUM + SELENIUM 
RECTIFIERS 


Thousands of Custom-Engineered Sel-Rex Rectifiers provide 
millions of amperes to a long list of some of the world’s most 
prominent concerns. This list includes the country’s foremost 
electrical and electronic concerns* —companies best qualified 
to evaluate rectifier equipment— who repeatedly specify and 
install Sel-Rex. 


Such recognition is not the result of “blue sky thinking” or 
“gimmick” models or lines... it is the result of delving into 
cold, hard engineering facts and coming up with the right 
answers for our customers. 


Each Sel-Rex installation represents rectifier equipment custom- 
engineered to fill a specific requirement — no razzle dazzle. Let 
Sel-Rex custom-design rectification to suit you... it costs no 
more than ordinary, mass produced equipment — in the long 
run, it will cost far less. 


*Names on request 


Rectifier Division 


SEL-REX CORPORATION 


155 Manchester Place Newark 4, N. J. 
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“I tell you, Art, I never saw anything like it. 
They’re soaking baskets of parts in a cleaner to 
remove some oil and dirt, and there’s a thick 
film of oil floating right on top of the cleaning 
bath. And here’s this guy pulling the baskets of 
parts out of the bath—right through the oil 
film—and picking up as much dirt and oil as 
° they went in with. You should have seen the 
expression on Marty’s face when I told him he 
wasn’t Cleaning the parts, he was re-oiling them!” 
“Brother, if there ever was a natural for Metex 
T-103, this is it. What a chance to hammer 
home the point that you can cut costs and 
rejects...and improve the product finish.. 
when parts are really clean before plating.” 


* + cleaning those par 


ee You aren 


You'll be sold on Metex T-103, too 
once you get all the technical facts. 
Let a Mac Dermid representative put 
his know-how and experience to work 
helping solve your cleaning, plating 
and finishing problems. 


COMPLETE SUPPLIERS TO THE METAL FINISHING 


“I got that all in, don’t worry. And I mentioned 
how T-103 completely emulsifies oil soils . . . how 
fast it is in softening heavy grease deposits.” 


“How about T-103 in their barrel plating line?” 


“Well, they have some lucite cylinders, so natur- 
ally they’re interested in my point that T-103 
operates well at temperatures as low as 150°F. 
And they’ve been having some trouble with 
cylinder perforations clogging, so I showed them 
how they can prevent clogging and increase 
plating efficiency with T-103.” 


“Think they’re sold on T-103?” 


‘ling them. 
s— you're ve-oiling 


“When we can give them a cleaner that does a 
better job...and does it faster and more effi- 
ciently than the stuff they’re using... how can 
they not be sold?” 


MacDermid Incorporated, 
Waterbury 20, Connecticut 
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